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Profits for dairies... 


in 


HANDI-SQUARES! 


SAVE SPACE, TIME, MONEY! 


Where you had 2 cases of stand- 
ard rounds, now put 3 cases of 


Y Retailers can store upto 50% DRINK 

more milk in refrigerators MORE 
... make more sales, profits 
. . » without more storage 
ee space. Milk in returnable 
giass bottles increases traffic, 


Housewives prefer milk in a 
glass container. They trust its 
protection of milk’s delicate fla- 
vor. And they vote 9-to-1 for 
Squares over any other style of 
glass container. 


USE this space 

for your dairy’s name 
trade mark or sales 

message in ACL. 4 


DPwraglas HANDI-SQUARE BOTTLES 


The trusted protection, unequaled economy of the returnable bottle . . . with 
new conveniences for the consumer, greater operating efficiency for dairies. 


OWENS-ILLINOIS GLASS COMPANY #* TOLEDO |, OHIO « BRANCHES IN PRINCIPAL CITIES 


Your advertisement is being read in every State and in 25 Foreign Countries 


f 
| Handi-Squares! More efficient in xa) 
; use of plant and truck capacity. 
Handi-Squares’ economy con- 
tinues year after year, quickly 
cg absorbs change-over cost. 
RETAILERS LIKE "EM... STOCK 
CONSUMERS LIKE 'EM . . . BUY 'EM! ¥ 
FOOD 
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pick the one thats MADE THE JOB! 
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It it’s a Wyandotte Cleaning Compound, it 
is made to do a specific job efficiently, 
economically. 

Take Wyandotte Kanwash, for example. 
Kanwash is especially adapted to washing milk 
or cream cans under difficult cleaning condi- 
tions. A highly active, free-rinsing compound, 
it has remarkable cleaning and brightening 
qualities without undesirable effects on tin sur- 
faces. Kanwash holds its strength in solution. 

W yandotte S.R.-10 removes even the most 
stubborn milkstone deposits from pasteurizers, 


WYANDOTTE CHEMICALS CORPORATION 
SERVICE RE+RESENTATIVES IN 88 CITIES 


WYANDOTTE, MICHIGAN 


short-time heaters, storage tanks, milk cans and 
other plant equipment. A dry, granular prod- 
uct that is readily soluble in water, S.R.-10 does 
a safe and thorough job. 


No matter what your cleaning problems may 


_be, you'll find the answers in the complete line 


of Wyandotte Dairy Cleaners. Your Wyan- 
dotte Representative will be glad to tell you 
more about these products and how they can 
benefit you. He’s always at your service. 


Mgandotte 


Your advertisement is being read in every State and in 25 Foreign Countries 
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The First Step in Clean Milk Production 


Clipping dairy cows is a basic step in the 
production of clean, quality dairy products. 
A regular cow clipping program means 
more wholesome milk and increased profits 
for everyone concerned. 

Clipping reduces sediment and lowers 
bacteria in milk. By keeping the hair short 
on the cow’s body, dirt accumulation—the 
chief source of sediment—is held to a min- 
imum. By eliminating this source of con- 
tamination, clean milk and not cleaned milk 
is assured. Dirt which falls into the pail 
cannot be removed by straining since much 
of it dissolves. 

It requires only a short time to clip the 
cow, but it makes the job of grooming in 
preparation for milking a great deal easier. 
Clipping is a basic step in control of lice 
which greatly affects milk production. 

For best clipping results, the Stewart 
Clipmaster is preferred by dairymen every- 
where. Powerful, air-cooled motor is self- 
contained inside the handle. Fits the hand 
in an easy, natural grip. Wherever electri- 
city is not available, the Stewart hand 
operated machine can be used to carry out 
a beneficial, profitable clipping program. 


EASY-TO-HANDLE, COOL RUNNING 


STEWART CLIPMASTER 


| Powerful 
air-cooled 
ball-bearing 
motor inside 
the handle 


Authorities everywhere | 


recommend clipping 
© Clipping the hair from flanks and udder 
will reduce the bacteria count of milk as 
much as 79%. Mich. Agri. Exp. Sta. Qtr. Bul., 
Vol. 24, No. 3. 
@ Dirty cows will mean dirty milk. Keep 
the hair clipped short on the udder, legs 
and flanks at all times. Oregon State Col. 
Ext. Bul. No. 630. 
@ If the hair on the udder, belly and flanks 
is closely clipped, it is much *asier to 
keep the cows clean. U.S. D. A. Leaflet No. 3. 
© Clipping cows increases winter milk 
production. H. J. Weaver, Chief of the Dairy 
Division, Wis. Sta. Dept. of Agri. 
© In some sections dairymen lose 18% 
to 20% of their total milk production due 
to cattle lice. Clip feeding areas for most 


effective control, then spray with D. D. T. 
C. E. White, Kraft Foods 


For further information write our Livestock Specialist. 


Stewart clipping equipment is available at all hardware and dairy supply. dealers 


SUNBEAM CORPORATION (ormeriy chicago Fexible Company) 


5600 Roosevelt Rd., Dept. 141, Chicago 50, Ill. 


Your advertisement is being read in every State and in 25 Foreign Countries 
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oy low cost low Temperalre 
DIRECT AMMONA 
COOLING 


Mojonnier Coolers have proved the ideal answer 
on hundreds upon hundreds of dairy cooling prob- 
lems because ammonia is used directly in the cooler. 


iow — DIRECT AMMONIA COOLING OPERATES =~ Direct Ammonia Cooling Means: 
©) © No equipment besides the Mojonnier Cooler and 
AUTOMATIC AMMONIA CONTROLS : Compressor is needed to cool the product. 


CONDENSING UNIT Elimination of all intermediate heat transfer 


WATER OUT 
© Lower product temperatures because ammonia 


© 1) refrigeration is used at temperatures from 25° to 

; : 30° F. (below freezing point of product cooled). 

Serre WATER IN © Complete flexibility as to temperature selection 
of refrigerant. 


* Lowest power cost for cooling milk (raw, regen- 
erated or pasteurized) ice cream mix, cream, skim 
or evaporated. = 

© Lower product temperatures and lowest possible 
power cost with less equipment to operate. 


Consult with the experienced Mojonnier Engineer 
now about your cooling operation. Send for 
Bulletin 153. 


Mojennier Bros. Co. + 4601 W. Ohie St. » Chicage 44, Ill. 


Mojonmnicr (Compact, Stainless Steel COOLERS 


ARE AVAILABLE IN TWO TYPES COVERING EVERY DAIRY PLANT REQUIREMENT 


COLD PRODUCT OLT 


is simplicity itself with direct ammonia yo dg a 

h Cooler A. Ammonia 
no intermediate 
losses are held to a minimum. 
Equipment operates with 
the equipment line- 


The cooling operation 
are no moving parts 
product flows throug 
ammonia liquid to coo! 
C provides refrigeratin: 
heat transfer system is 
Product is cooled uniformly t 
lowest possible power cost. Cooler 
up with direct ammonia cooling. 


ler, according to efrig 
9 effect. With direct am 
eeded. Refrigeration 
10 low temperatures. 
and compressor —that is 


Mojonnier Senior Mojonnier Junior Compact Cool- 
Compact Cooler, er, 300 Ibs. to 5000 Ibs. capacity. 
Capacities from This cooler meets small and 
3000 Ibs. to 60,000 medium capacity requirements. 
Ibs. per hour. Model Capacity can be increased by 
illustrated has ca- adding cooling sections. Cooler 
pacity of 1000 gal- illustrated is Model 8-6-40, ca- 
lons product per pacity 1800 Ibs. product per hour. 


hour from 165° to Upper part on water, lower part 
34° F. on ammonia. This is an entirely 
new post-war design. 


Specifications applicable to either of above cooler types: 
coolers of all stainless steel construction, including cool- 
ing plates, distributing trough, lower collecting trough, 
rear housing and headers. Plates swivel open for cleaning. 
Ammonia controls all A.S.M.E. construction. 


OTHER MOJONNIER ENGINEERED MILK PLANT EQUIPMENT 

EVAPORATORS 
SINGLE. 


DOUBLE 
EFFECT 


COLD-WALL TANKS TUBULAR BOTTLE, 
HORIZONTAL HE CASE, ZONE-CONTROL 
VERTICAL EXCHANGERS CONVEYORS VATS 


Your advertisement is being read in every State and in 25 Foreign Countries 
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The clean, dairy flavor of cream, milk-solids, and sugar f 
blends harmoniously with Michael’s Mixevan . . . a nice thing, 
too, because people buy ice-cream for its dairy flavor, 

first, and the flavoring after that. Mixevan is a powder with 

a sugar carrier. . . mild, yet not wishy-washy. It has | 

a definite character without dominating the entire mix. 

For Controlled Flavor, use Michael’s Mixevan 


in the prescribed proportions. 


; and other powdered vanilla products 


MIXEVAN DAVID MICHAEL & CO. 


INCORPORATE 
half a century in the flavoring field 


MICHAEL'S 


3143-63 D St. Philadelphia 24, Pa. 


Your adverv.sement is being read in every State and in 25 Foreign Countries 
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“my other milker did not gree with the cows’ 
—udder condition was very poor. Since chang- __ 
ing to De Laval Magnetic Speedway Milking, “a 

production has increased by 10% and cow 8 


replacement has been reduced to a minimum.” 4 
J. H. Leath 
-R.F.D. No, 2, Rhome, Texas. 


Better Milking=Better Income 


Mr. Leath, shown above with his son, wants his 
dairy to provide the best possible income for 
the Leath family. That means lowest produc- 
tion costs, healthy udders, greatest time and 
labor savings and maximum milk yield per cow. 

His other make of milker wasn’t giving 
him these results—but he now gets them in 
fullest measure with De Laval Magnetic 
Speedway Milking. No matter what kind 
of milker you use — 


“NOW'S THE TIME FOR YOU TO CHANGE TO 


THE NEW DE LAVAL” 
New De Laval New New De Laval New De Laval New De Laval New De Laval 

Magnetic De Laval World’s S' Speedway y Vacuum 
Speedway Milker Sterling Milker Series Separators Water Heater Milking Truck Can Hoist 
De Laval engi- Another great The cleanest For better food preser- De Laval engi- Complete with Takes the work 
neered for still new De Laval skimming, easiest- vation and better farm neered for the stripcupand four out of loading 
better, faster, Milker for still to-clean separa- living. Improved table dairyman. Sup- pails for hot wa- and unloading 
cleaner milking. better milking. tors ever built. fare at lewer cost. plies 12 full gal- ter, clean udder the milk cooler. 
New stainless Stainless steel Every part milk Beautiful in appear- ons of 190° wa- towels,chlorine Operates on vacu- 
steel unit and units, touches is stain- ance — dependable ter. ‘Lifetime’ solution and um _ supplied by 
new Pulso- less steel. Hand economical in operation. copper tank. used towels. milker pump. 

le or motor Two popular sizes. 


= The De Laval Separator Co., Dept. 21-E, 165 Broadway, New York 6, N. Y. 
. Please send me printed matter on: 
= (J De Laval Milkers 


De Laval Can Hoist De Laval Water Heaters 
De Laval Separators De Laval Freezers De Laval Milking Truck 


Your advertisement is being read in every State and in 25 Foreign Countries 
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‘Im glad | changed to Delaval 
Im glad | changed to Delaval 
ape e e e u 
Magnetic Speedway Milking 
| | | 
| De layal €> 
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= DE LAVAL 
THE DE LAVAL SEPARATOR COMPANY “ 
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@ Uniformly high quality milk! That’s 
wht you’re promised when you install a 
CC Spray Pasteurizer equipped with 
Cherry-Burrell’s exclusive Sentinel Con- 
trol ... and uniformly high quality milk 
is exactly what you get! 

Batch after batch of top-grade milk, 
with low bacteria count, rich flavor, and 
maximum cream layer is produced with 


eeps 


The CC Spray Pas- 
teurizer comes in 
200 or 300 gal- 
lon capacities. 
Available with 
Sentinel Control 
which automati- 
cally regulates 
temperature and 
records heat. 
And remember, a 
Sentinel Control can 
be easily installed on 
your present C-B 
Spray Pasteurizer. 


its promise 


a CC Spray. And the all stainless steel - 
construction, or the optional aluminum 
lacquered steel body, means long years of 
satisfaction. The Sentinel Control care- 
fully guards the heating at lowest water 
temperature . . . holds costs at a mini- 
mum. Ask your Cherry-Burrell repre- 
sentative in detail about the promises that 
a CC Spray makes... and keeps! 


CHERRY -BURRELL CORPORATION 


‘ General Sales and Executive Office: 
427 W. Randolph Street, Chicago 6, Ill. 
Milk and Food Plant Equipment and Supplies 


FACTORIES, WAREHOUS| 


ES, BRANCHES, OFFICES OR DISTRIBUTORS 


AT YOUR SERVICE IN 56 CITIES 


Your advertisement is being read in every State and in 25 Foreign Countries 
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A smart way to keep foods fresh 
is to wrap them in re Vegetable 
Parchment. 

' Patapar has high wet-strength. It 
resists grease. It is odorless, tasteless, 
pure of texture. 

Patapar wrappers are furnished 
plain or printed with brand names 
and colorful designs. 


*Reg. U. S. Pac. Off. 


Wrapped Patapar 
foods keep fresher 


Paterson Parchment Paper Company ° Bristol, Poansytvanie 
; Headquarters for Vegetable Parchment Since 1885 

WEST COAST PLANT: 340 BRYANT STREET, SAN FRANCISCO 7, CALIFORNIA 

BRANCH OFFICES: 120 BROADWAY, NEW YORK 5, N. Y. * 111 WEST WASHINGTON ST., CHICAGO 2, ILL. 


Your advertisement is being read in every State and in 25 Foreign Countries 


9 
Protected i 
P. 
a 
Vegetable 
Parchment yas 
The Patapar Keymark 
4 nationally advertised 
symbol of 
‘wrepper protection. 
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SALUTE 


the members of The Purebred Dairy Cattle Association, consisting of repre- 
sentatives from each of the five major dairy breed registry organizations, and 
its Secretary, G. A. Bowling, on the progressive actions taken during the 
Association’s Annual Meeting at Savannah, Georgia, last month. 


Erom the efforts of The Purebred Dairy Cattle Association, working closely 
with the American Dairy Science Association, have come numerous develop- 
ments benefiting the dairy industry. Among these have been the Uniform 
Score Card, Uniform Rules for Official Testing, Uniform Rules for Artificial 
Insemination, Code of Ethics for Sales, and many others. 


In the field of Dairy Cattle Research, the first project to be undertaken by 
the Association is, ‘‘A Study of Factors That Affect Wearing Qualities of 
Dairy Cattle.’’ This project will include a study of Type, Production, Re- 
production and Economics. This, and other projects stimulated by the 
Association, continue to result in better cows and better living for all breed- 


ers of purebred dairy cattle. 


The Association deserves the full co-operation and support of all college 


workers and every dairyman in the nation. 


COLUMBUS 15, OHIO 
Member of The Purebred Dairy. Cattle Association 


Your advertisement is being read in every State and in 25 Foreign Countries 


| 

| | The rémerican Yersey Cattle Club 


JOURNAL OF DAIRY SCIENCE 


VoLuME XXXI FEBRUARY, 1948 NUMBER 2 


THE RELATIONSHIP OF MAMMARY DEVELOPMENT 
AND BODY WEIGHT? 


J. R. SCHABINGER anp C. B. KNODT 
Department of Dairy Husbandry, Pennsylvania State College 


A method of selecting dairy calves on the basis of mammary develop- 
ment has been presented by Swett and Matthews (1). The extent of the 
mammary development of the heifer calf at 3 to 4 months of age has been 
demonstrated to be in direct relationship with the heifer’s later productive 
ability (1). 

This report deals with a study of the relationship of the mammary 
development to the body weight of Holstein and Guernsey heifer calves at 
3 and 6 months of age. 


EXPERIMENTAL PROCEDURE 


Nineteen heifer calves (10 Holsteins and 9 Guernseys) were fed six 
grain rations which resulted in various rates of body growth. The original 
study involved an investigation into the possibilities of utilizing distillers 
dried solubles and distillers dried solubles with grains in the rations of 
dairy calves. While there were no statistically significant differences in 
the rates of growth of the several groups of calves, considerable variations 
existed in this respect between calves within the groups. The mammary 
development of all heifer calves was measured by the technique set forth 
by Swett and Matthews (1) at 3 and 6 months of age. Body weights were 
determined at the same ages. 

Measurements were made of the width and length of each quarter at 
3 months of age. Since the udders were in the half stage when the calves 
were 6 months of age, only the length of each half and the width of “= 
quarter were measured at this age. 

The mean width of the mammary tissue of the four quarters was corre- 
lated with body weight at 3 and 6 months. The mean length of the mam- 
mary tissue of the four quarters was correlated with body weight at 3 
months. However, at 6 months it was necessary to use Ge mean length of 

Received for publication August 13, 1947. 

1 Authorized for publication on August 8, 1947, as Paper no. 1385 in the Journal 
Series of the Pennsylvania Agricultural Experiment Station. 
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TABLE 1 

Summary of udder measurements of Holstein calves at 3 months of age 
Calf Av. width Body Av. length Gain in 
no. of quarters weight of quarters body weight 

(mm.): (1b.) (mm.) (1b.) 

285 20.25 194 20.75 94 
170 15.25 176 17.25 83 
270 17.75 171 22.75 73 
186 16.25 165 16.25 80 
207 16.50 163 14.75 65 
176 14.25 155 15.25 71 
187 14.25 153 15.00 68 
231 11.75 144 12.75 56 
205 15.75 139 15.50 61 
212 11.50 123 10.50 46 


the mammary tissue of the two halves because the udder development had 
reached the half-stage. Similar correlations also were made with gain in 
body weight from 8 days to 3 and to 6 months. 


EXPERIMENTAL RESULTS 


The udder measurements and body weights of the ten Holstein calves 
at 3 months of age are summarized in table 1. These data are presented 
in order of body weights. The correlation coefficient between the average 
width of the quarters and body weight was + 0.844**.2 A correlation coeffi- 
cient of + 0.821** was determined for the average length of quarters and 
body weight for these same ten calves. In table 2 are the data for nine 
Guernsey calves. <A correlation coefficient of + 0.909** was found for body 
weight and the average width of the quarters. For the average length of 
the quarters and body weight a correlation coefficient of +0.917** was 


TABLE 2 

Summary of udder measurements of Guernsey calves at 3 months of age 
Calf Av. width Body Av. length Gain in 
no. of quarters weight of quarters body weight 

(mm.) (1b.) (mm.) (1b.) 

200 24.25 191 27.00 99 
199 19.5 188 23.5. 93 
169 12.5 133 12.75 53 
227 10.25 131 14.25 52 
158 "13.00 128 11.25 52 
226 8.5 117 9.5 42 
153 7.75 109 10.5 46 
181 13.75 107 14.5 55 
178 | 6.75 a 34 


® The glandular tissue was too small to measure accurately. 
2 *=significant. 
** = highly significant. 
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TABLE 3 
Summary of udder measurements of Holstein calves at 6 months of age 

Calf Av. width Body Av. ‘ength Gain in 
no. of quarters weight of halves body weight 

(mm.) (1b.) (mm.) (1b.) 
207 46.5 396 77.0 298 
270 45.25 378 82.0 280 
186 41.25 371 53.0 286 
187 31.5 349 67.0 264 
231 45.75 340 70.0 252 
205 47.5 337 93.0 259 
285 41.5 334 69.5 234 
179 40.5 333 73.5 240 
176 33.75 319 70.5 235 
220 51.5 309 75.0 210 
212 41.5 273 86.5 196 


found. The correlation coefficients were statistically significant for both 
length and width of the glandular tissue for the Holstein and Guernsey 
calves. 

The summary of udder measurements and body weights for 11 Holstein 
calves at 6 months of age is presented in table 3. The correlation coeffi- 
cient for the average width of the glandular tissue and body weight was 
found to be + 0.0836 and — 0.29 for the average length of the half stage of 
the udder and body weight. When tested statistically neither of these 
correlation coefficients was significant. 

The summary of the measurements for eight Guernsey calves at 6 months 
of age is presented in table 4. The correlation coefficient for the average 
width of each quarter with body weight was + 0.444. However, this coeffi- 
cient was not significant. The average length of the half stage of the udder 
and the body weight had a correlation coefficient of + 0.834*. A ¢ value of 
3.707 was necessary to be highly significant with six degrees of freedom. 
A value of 3.701 was obtained when the ¢t value was determined. Thus the 
length of the udder and body weight were significantly related. 


TABLE 4 

Summary of uddcr measurements of Guernsey calves at 6 months of age 
Calf Av. width Body Av. length Gain in 
no, « of quarters weight of halves body weight 

(mm.) (1b.) (mm.) (1b.) 
200 41.5 357 95.0 265 
226 53.5 293 89.0 218 
227 36.0 286 73.0 207 
153 31.75 281 63.5 218 
158 31.0 275 60.5 199 
169 37.25 274 64.0 194 
178 31.25 272 72.0 208 
181 32.75 266 58.5 214 
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Mammary development was correlated with rate of growth as deter- 
mined by gain in body weight from 8 days to 3 months of age. A coefficient 
of + 0.812** and + 0.7707** was found for width and length, respectively, 
for the Holstein calves. Also, with the Guernsey calves, a correlation 
coefficient of + 0.9659** was calculated for width and + 0.9756** for length 
of the secretive tissue, and gain in body weight. 

No significant relationship was shown to exist between gain in body 
weight from 8 days to 6 months and udder development at 6 months of age. 
Correlation coefficients of — 0.006 for width and — 0.2676 for length of mam- 
mary secretive tissue were determined with the Holstein calves, while cor- 


relation coefficients of + 0.345 (width) and +0.2386 (length) were deter-. 


mined with the Guernsey calves. 


SUMMARY 


Nineteen calves of the Holstein and Guernsey breeds were used to deter- 
mine the relationship of mammary development to body wight. A highly 
significant statistical relationship was found to exist between the develop- 
ment of the mammary secretive tissue and body weight of both the Holstein 
and Guernsey heifer calves at 3 months of age. Highly significant corre- 
lations also were found between mammary tissue development and gains 
in body weight from 8 days to 3 months of age of the heifer calves of both 
breeds. 

The lengths of the secretive tissues of Guernsey calves were related sig- 
nificantly to body weight at 6 months of age; however, there was no corre- 
lation in this respect with the Holstein calves at this age. There was no 
significant correlation between the width of the mammary secretive tissue 
and body weight of either breed at 6 months of age. No significant correla- 
tion was found between the gains in‘body weight from 8 days to 6 months 
and mammary development of either breed. 


REFERENCE 


(1) Swerr, W. W., AnD Matruews, C. A. Dairy Cow’s Udder Studied to Establish 
Development Standards. Yearbook of Agriculture. Pp. 175-181. 1934. 
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PERMANENCY OF SYNTHETIC ASCORBIC 
ACID ADDED TO MILK* 


ARTHUR D. HOLMES anp CARLETON P. JONES 
Massachusetts Agricultural Experiment Station, Amherst 


Hand (3) and others have shown that the reduced ascorbic acid content ~ 
of raw, commercial cow’s milk decreases rapidly during the first week after 
it is drawn from the cow. In his study, the average ascorbic acid value for 
12 samples of milk was 19 mg. per 1. at the beginning of storage at 1° C. and 
7 mg. per |. 6 days later. Thus about 63 per cent of the original reduced 
ascorbic acid had disappeared from the milk during a 6-day storage period. 
Subsequently, Holmes and Jones (5) determined the loss of reduced ascorbic 
acid in mare’s milk. They found that the rate of disappearance of ascorbic 
acid from mare’s milk was only about one-seventh that reported by Hand 
for cow’s milk. Since the composition of cow’s milk and mare’s milk is dis- 
similar in various respects, it is possible that a number of factors may in- 
fluence the rate of loss of reduced ascorbic acid from the two types of milk. 
One obvious difference in composition is the amount of reduced ascorbic acid 
in the original milk. Hand reported that his samples of cow’s milk con- 
tained from 14.8 to 22.8 mg. of ascorbic acid per 1., whereas Holmes and 
Jones used samples of mare’s milk that contained from 86 to 161 mg. of 
ascorbic acid per 1. Accordingly, it was decided to determine the rate of 
loss of reduced ascorbic acid from cow’s milk to which a sufficient amount 
of synthetic ascorbic acid had been added so that the ascorbic acid content 
of the milk approximated that of the mare’s milk referred to above. 


EXPERIMENTAL PROCEDURE 


Since the stability of reduced ascorbic acid had been determined for raw 
mare’s milk, raw cow’s milk was used in this study. Two series of 20 sam- 
ples each were prepared by adding 75 mg. or 150 mg. of synthetic ascorbic 
acid to a liter of milk. After the ascorbic acid was added, the milk was 
shaken thoroughly. One sample each of milk containing 75 mg. and 150 
mg. of added ascorbic acid per 1. was prepared per day. The enriched milk 
was placed in 500-ce. flasks and stored in the dark at 10° C. When the 
samples were prepared, the flasks were completely filled, but as aliquots were 
taken day by day for assay, the volume of milk decreased and the volume of 
atmosphere increased correspondingly. These conditions were the same as 
for the study of the stability of ascorbic acid in mare’s milk and they were 
similar to the conditions in the average household where milk is stored in 
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the refrigerator and at irregular intervals variable amounts are removed 
from the milk bottles. 

The storage period was 10 days and only one sample of each series was 
placed in storage at a time. The amount of reduced ascorbic acid in all 
eases was determined by the method described by Holmes and Jones (5), 
and bentonite was used for clarification. 


RESULTS AND DISCUSSION 


The average values for the ascorbic acid assays of the two series of 
samples are reported in figure 1. The samples of the original milk before 
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Fie. 1. Rate of loss of synthetic ascorbic acid from cow’s milk. 


the addition of the synthetic ascorbic acid contained, on an average, 9.5 
mg. of reduced ascorbic acid per 1. This value is in agreement with 7.5-9.2 
mg. per l. reported by Christen and Virasoro (1), 10.8 mg. per l. by 
Lojander (9), and 12.2 mg. per 1. by Mosonyi and Polényi (10). However, 
these values for the ascorbic acid content of raw cow’s milk definitely are 
less than those usually reported for milk—.e., 16.4 mg. per 1. reported by 
Holmes et al. (7), 17.1 mg. per 1. by Stewart and Sharp (12), 17.4 mg. per 1. 
by Woessner et al. (13), 19.7 mg. per 1. by Holmes et al. (6) and 22.2 mg. 
per l. by Sharp e¢ al. (11). 

When the two series of samples of ascorbic acid-enriched milk were 
placed in storage, their average reduced ascorbic acid contents were 83.0 mg. 
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and 157.5 mg. per 1., respectively. Thus, losses of about 1.7 per cent and 
1.2 per cent, respectively, occurred while the milk was being enriched and 
prepared for study. At this time the milk was exposed to laboratory tem- 
perature and full daylight but not to sunshine. 

During the first 3 or 4 days of storage, reduced ascorbic acid was lost 
more rapidly and more consistently than during the remainder of the ex- 
perimental period. For the series of samples of milk to which 75 mg. per 1. 
of ascorbic acid was added, the loss of ascorbic acid was 34 per cent during 
the first 3 days or 11 per cent per day, and 33 per cent during the remain- 
ing 7 days or 5 per cent per day, with an average loss of 7 per cent per day 
for the entire period. For the series of samples of milk to which 150 mg. of 
ascorbic acid was added per 1., the loss was 24 per cent for the first 4 days 
or 6 per cent per day, and 5 per cent for the next 6 days or 1 per cent per 
day, with an average loss of 3 per cent per day for the 10 days the milk © 
was in storage: These losses are decidedly less than those reported by 
Gunsalus and Hand (2), who noted a reduction of reduced ascorbic acid 
of from 14.9 mg. to 1.7 mg. per 1. or an average loss of 14.7 per cent per day 
during 6 days’ storage of raw cow’s milk. Hand (3) observed a loss of 
from 19.0 mg. to 7.1 mg. per 1. of milk stored 6 days at 1° C., averaging 
over 10 per cent per day. Kothavalla and Gill (8) reported a loss of 26 
per cent of ascorbic acid from cow’s milk (Indian) stored at 45° F., or an 
average of over 8 per cent per day. Thus it appears from the data assem- 
bled here that when considerable amounts of synthetic ascorbic acid are 
added to raw cow’s milk, the percentge of loss of ascorbic acid during stor- 
age is smaller than for the reduced ascorbic acid naturally occurring in raw 
cow’s milk. It should be noted that, except for the period while the samples 
were being prepared at room temperature and for short intervals while the 
aliquots for assay were being withdrawn, the milk was stored in the dark 
at 10° C. Consequently, in this study as well as in the study of the stability 
of ascorbic acid in mare’s milk, the effect of light and elevated temperatures 
upon the destruction of the ascorbic acid was kept at a minimum. Holmes 
and Jones (4) have shown that these factors cause exceedingly rapid de- 
struction of reduced ascorbic acid in cow’s milk. Obviously the data as- 
sembled here, together with those reported by the cited investigators, are not 
sufficient to provide a complete understanding of the factors and conditions 
that influence the rapid destruction of reduced ascorbic acid occurring 
naturally in cow’s milk, or to provide means for preventing the unfortunate 
loss of this essential vitamin from one of the most valuable human foods. 

SUMMARY 

Two series of 20 samples each were prepared by adding 75 mg. or 150 
mg. of ascorbic acid to a liter of raw cow’s milk. The samples were stored 
in 500-ce. flasks in the dark at 10° C. As aliquots were removed day by 
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day for analysis, the volume of milk decreased and the volume of air in the 
flasks increased correspondingly. For the series of samples of milk to 
which 75 mg. of ascorbic acid per 1. was added, the loss was 11 per cent per 
day for the first 3 days and 5 per cent per day for the remaining 7 days, or 
7 per cent per day for the entire period. For the series of samples of milk 
to which 150 mg. of ascorbic acid per |. was added, the loss was 6 per cent 
per day for the first 4 days and 1 per cent per day for the remaining 6 days, 
or an average of 3 per cent per day for the 10 days of storage. 


REFERENCES 


(1) CHRISTEN, C., AND VirAsoRO, E. Determination of Ascorbie Acid by the Methylene 
Blue Method. Anales asoc. quim. argentina, 30: 197-211. 1942. (Chem. ABs., 
37: 3839. 1943.) 

(2) Gunsatus, I. C., AND HAND, D. B. The Use of Bacteria in the Chemical Determi- 
nation of Total Vitamin C. J. Biol. Chem., 141: 853-858. 1941. 

(3) Hann, D, B. Reduced and Total Vitamin C in Milk. J. Dairy Sci., 26: 7-12. 
1943. 

(4) Hotmgs, A. D., AND Jones, C. P. Effect of Sunshine upon the Ascorbic Acid and 
Riboflavin Content of Milk. J. Nutrition, 29: 201-209. 1945. 

(5) Hotes, A. D., AND JONES, C. P. Stability of Reduced Ascorbic Acid in Mare’s 
Milk. J. Nutrition, 34: 113-119. 1947. 

(6) Houmes, A. D., Jones, C. P., WERTZ, ANNE W., AND KUZMESKI, J. W. The Ratio 
of Ascorbic Acid, Riboflavin, and Thiamin in Raw and Pasteurized Milk. J. 
Nutrition, 26: 337-345. 1943. 

(7) Hotmes, A. D., Linpquist, H. G., Jones, C. P., AND WERTZ, ANNE W. Effect of 
High-Temperature-Short-Time Pasteurization on the Ascorbic Acid, Riboflavin, 
and Thiamin Content of Milk. J. Dairy Sci., 28: 29-33. 1945. 

(8) KorHAva.LLa, Z. R., AND GILL, H.S. The Effect of Various Factors on the Vitamin 
C Content of the Milk of Cows and Buffaloes. Indian J. Vet. Sci., 13: 35-43. 
1943. (Chem. Abs., 39: 2346. 1945.) 

(9) LOJANDER, W. Variations in the Vitamin C Content of Milk and Factors Con- 
tributing to Such Variation. Acta Soc. Med. Fennicae Duodecim, 27: 1-10. 
1939. (Chem. Abs., 35: 5579. 1941.) 

(10) Mosony1, J., AND PotényI, P. Vitamin C Content of Cow’s Milk. Kisérletiigyi 
Kézlemények, 44: 97-106. 194%. (Chem. Abs., 38: 2757. 1944.) 

(11) SHarp, P. F., Gurnee, E. S., anD HAND, D. B. Deaeration as a Means of Retard- 
ing Oxidized Flavors and Preserving the Vitamin C of Milk. Ann, Rept. N. Y. 

. State Assoc. Dairy & Milk Inspectors, 14: 63-76. 1940. 

(12) Srewart, A. P., Jk., AND SHARP, P. F. Vitamin C Content of Market Milk, Evapo- 

rated Milk, and Powdered Whole Milk. J. Nutrition, 31: 161-173. 1946. 

(43) WoEssnerR, W. W., WECKEL, K. G., AND ScHuETTE, H. A. The Effect of Commer- 
cial Practices on Ascorbie Acid and Dehydroascorbie Acid (Vitamin C) in Milk. 
J. Dairy Sci., 23: 1131-1141. 1940. 


. 
i 
‘ 


' SULFAMETHAZINE BLOOD AND MILK CONCENTRATIONS 
IN DAIRY COWS 


PETER H. LANGER, ROBERT L. BURKHART, CHARLES R. SCHROEDER, 
AND MARK WELSH! . 


Lederle Laboratories Division, American Cyanam:d Company, 
Pearl River, New York . 


Bovine mastitis continues to be of great economic importance to all 
concerned with the production of milk. Reliable statistics on the losses 
attributed to the infection are unavailable, but it is considered to be the most 
important disease problem of the dairy industry (7). Various sulfonamides 
have been used in the treatment of mastitis. On the basis of present knowl- 
edge concerning the action of the sulfonamides, it would appear that 
the effectiveness of a sulfonamide depends upon adequate blood levels. 
The present study was initiated to determine the relationship between 
blood and milk concentrations of sulfamethazine. 


“CAUSES OF MASTITIS 


Several species of bacteria may be associated with mastitis, but Strepto- 
coccus agalactiae has been recovered in the majority of cases. Staphylococci 
are considered to be second in importance, followed by other species of 
streptococci, coliform organisms, and corynebacteria (12). The exact 
manner of transmission of the disease is not known, but the most probable 
route of infection is through the teat duct. Environmental factors, repeated 
exposure to highly infective organisms, and injury to the udder, or a com- 
bination of factors, all have been held responsible for spread of the disease. 


COMMONLY USED THERAPEUTIC AGENTS 


Therapeutic agents have been relied upon to a great degree in the 
control of mastitis. While immediate infection can be corrected, re-infection 
cannot be prevented by these measures. However, correct herd manage- 
ment, in conjunction with good treatment procedures when disease does 
occur, will maintain a productive herd. 

In vitro and in vivo studies have shown that sulfonamides are active 
against the streptococci, staphylococci, and other species of bacteria occur- 
ring in mastitis. In the early days of sulfonamide therapy, sulfanilamide 
was administered by mouth in the treatment of mastitis, and it continues to be 
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used by many veterinarians. The reported results (10, 14) are conflicting. 
However, subsequent experience with sulfanilamide has shown its clinical 
use to be limited by its rather narrow range of bacteriostatic activity against 
those organisms other than streptococci which are pathogenic for man and 
animals. 

It has been reported (3, 5, 13) that therapeutic agents for intramammary 
infusion, with the possible exception of penicillin in sterile water or 
physiological saline, frequently result in varying degrees of udder irrita- 
tion, and, in some cases, cause permanent damage, as evidenced by decrease 
in milk flow and production of abnormal milk. Several investigators at- 
tempted to find an agent which would be effective in mastitis when 
administered parenterally, inasmuch as unsatisfactory results too frequently 
followed treatment by udder infusion. Because of the success of the thera- 
peutic use of penicillin in human streptococcie and staphylococcic infections, 
and the successful use of intramammary infusions of penicillin in mastitis 
(1, 9, 11), work was undertaken to determine the permeability of the 
bovine mammary gland to penicillin parenterally administered. Such 
trials have been disappointing (2, 6, 15, 17), and it was found that penicillin 
was not present in the milk in detectable amounts or amounts sufficient to 
affect existing mastitis infection. In this work, however, dosages of peni- 
cillin used in cows were not sufficiently great, as judged by amounts needed 
to control human disease effectively. Watts and McLeod (17) reported the 
use of doses of 1,000,000 Oxford units, with no diffusion of penicillin in 
the milk. Obviously, larger dosages, and the frequent administration 
necessary, generally would be economically unsound. 

Welsh et al. (18) showed that sulfamethazine, the dimethyl derivative 
of sulfadiazine, maintained the highest blood concentration of seven 
sulfonamides tested, over a 24-hour period on a fixed intake. It has been 
reported to be among the least toxic of the sulfonamides in therapeutic 


dosages, and its action against both Gram-negative and Gram-positive - 


organisms frequently has been shown. Lately, evidence has been pre- 
sented that sulfamethazine therapy alone, or in combination with penicillin 
(8, 16), can correct immediate infection and keep cows in the milking string. 


EXPERIMENTAL PROCEDURE 


Four normal cows were used in these experiments. To permit correct 
comparisons, the same cows were used in all three tests, with rest periods 
of 12 and 5 days, respectively, after each trial. Freedom from clinical 
mastitis at the time of the trial was determined on the basis of udder 
palpation and physical appearance of the milk by strip cup test. 

The cows were maintained under conditions comparable to those of 
the average farm. Water was continuously available at automatic foun- 
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tains. Cows regularly were turned out to pasture. They were milked at 
12-hour intervals, and, at the time of the trial, they were producing a 
minimum of 40 Ib. of milk per day. 

The dosage used throughout the experiment was 1.5 grains per lb. of 
body weight on the first day, and 1 grain per lb. of body weight on the 
second day. This dosage was administered in three ways: (a) One daily 

24 
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Fig. 1. Free sulfamethazine blood and milk concentrations in cows. 
(Drug administration: 1st day, 14 gr./lb. body weight, subcutaneously; 2nd day, 
1 gr./lb. body weight, subcutaneously. Milked at 0 and 12 hr.) 


dose of sodium sulfamethazine 25 per cent w/v sterile solution was injected, 
subcutaneously, into each of four cows. (b) Sulfamethazine powder, in 
l-ounce capsules, was administered orally, once a day, to two cows. (c) 
Sodium sulfamethazine 10 per cent w/v sterile solution was infused into 
the udders of four cows.- Half of each total daily dose was administered 
immediately following complete morning and evening milkings, and equal 
amounts of each dose were infused into each quarter. 
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Sulfonamide analyses were made according to a modification (18) of 
the Bratton-Marshall method (4). Blood and milk samples were taken 
every hour for the first 24 hours, and at 1 hour, 4, 8, 12, 16, and 24 hours 
for the second 24 hours. Sulfamethazine determinations in milk were made 
for each period on each cow, using a composite sample from all quarters. 
Accurate records of milk production in pounds were kept for 9 days before 
the start of, as well as for the duration of, the experiment. 


24 


Mg. per 100cc. 


Pre 
—— Blood 
Milk 
Hour 14 8s 12 16 2 M 
Day 1 2 


Fie. 2. Free sulfamethazine blood and milk concentrations in cows. 
(Drug administration: 1st day, 14 gr./lb. body weight, orally; 2nd day, 1 gr./Ib. 
body weight, orally. Milked at 0 and 12 hr.) 


RESULTS 


Average sulfamethazine blood and milk concentrations following sub- 
cutaneous administration are shown in figure 1. High blood levels were 
attained promptly, reaching a peak at about the fourth hour. The milk 
level curve closely followed the blood level curve, indicating that the 
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concentration in the milk is directly dependent on the blood concentration. 
The milk level was slightly less than half the blood level, which shows that 

an adequate milk level is dependent on a high blood level. 
Figure 2 shows blood and milk concentrations after oral administration. 
The levels increased more slowly, reaching-a peak on the first day between 
24 
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Fre. 3. Free sulfamethazine blood and milk concentrations in cows. 

(Drug administration: 1st day, 14 gr./lb. body weight, intramammary infusion; 
2nd day, 1 gr./lb. body weight, intramammary infusion. Half of each daily dose was 
administered immediately following the complete morning and evening milkings, and 
equal amounts of each dose were infused into each quarter. Milked at 0 and 12 hr.) 


the eighth and twelfth hours and, on the second day, at about the eighth 
hour. The levels attained were not so high as after subcutaneous adminis- 
tration, but, likewise, did not decrease so rapidly. On the second day, 
the levels attained were higher than on the first day. _This would indicate 
that, with an acutely ill animal, a prompt high blood level should be attained 
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by parenteral administration and maintained thereafter by oral dosing. 
Here, too, the milk level curve closely followed the blood level curve. 

The concentrations attained by udder infusion are shown in figure 3. 
As might be expected, milk levels were extremely high after each infusion, 
rapidly decreasing from the second to the twelfth hour. Blood levels 
averaging between 10 and 15 mg. per 100 cc. of blood were attained within 
3 hours after the first infusion, and gradually decreased to slightly more 
than 8 mg. per 100 ce. by 12 hours; they were maintained considerably 
higher after each of the next three infusions. It is evident, therefore, that 
sulfamethazine diffuses from udder to blood as well as from blood to milk. 

Immediately following udder infusion, flakes were observed in the milk. 
This condition persisted for approximately 4 hours, when the milk again 
was normal in appearance. : 

In the normal cow, the decrease in milk production following adminis- 
tration of the drug by any of the routes described was not considered 
significant. The animals were being handled continuously during the 2- 
day trial periods, and this, in itself, would affect milk flow. During the 
three trials, average milk production decreased by 14 per cent, 16.5 per 
cent, and 18.5 per cent, respectively, from the average daily production 
during the 9 days preceding the experiment. 


SUMMARY 


1. Sulfamethazine was administered to cows parenterally, orally, and 
by infusion, and blood and milk determinations were made at frequent 
intervals after administration. 

2. Sulfamethazine diffuses freely from blood to milk and from udder 
to blood. 

3. Concentrations of 5 mg. or more of the drug per 100 ce. of milk 
throughout the day depend upon a persistently high concentration (moré 
than 10 mg. per 100 ec.) of the drug in the blood. 

4. All three methods of administration resulted in the attainment of 
blood and milk concentrations considered to be bacteriostatically effective. 

5. No evidences of systemic toxicity of the drug were noted. 

6. In this experiment, it has been shown that levels above 5 mg. per 
100 ce. of milk can be achieved after oral or parenteral administration of 


the drug given once a day. 
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Vitamin A is believed to be absorbed from the digestive tract in the 
alcohol form (1). The question has arisen as to whether vitamin A is most 
efficiently utilized when ingested as the alcohol form, as the natural esters 
of vitamin A or as B-carotene. A study was conducted to determine the rela- 
tive efficiency of utilization of B-carotene, vitamin A alcohol, and the natural 
ester of vitamin A. 

EXPERIMENTAL PROCEDURE 


Six Holstein heifers between the ages of 12 and 15 months were placed ~ 


on a low-carotene ration consisting of oat straw fed ad libitum and 10 lb. of 
a concentrate mixture low in carotene. The animals were maintained on this 
ration until the blood plasma vitamin A decreased to 6-8 y per 100 ml. of 
blood plasma. They then were grouped into three pairs based upon age, 
body weight, and blood plasma vitamin A concentration. The three pairs 
of animals then received in rotation each of the three sources of vitamin A 
for a period of 20 days at the rate of 100 USP units of vitamin A per kg. of 
body weight per day. After the first and second feeding periods, the ani- 
mals again were depleted to 6-8 y of vitamin A per 100 ml. of blood plasma 
before starting the subsequent supplementary feeding. Thus, after three 
feeding periods of 20 days each, all six animals had received the three forms 
of vitamin A. In all instances the vitamin A supplement was administered 
daily in capsules during the feeding periods. 

Blood samples were taken at weekly intervals during the depletion 
periods and daily during the feeding periods, except in the last half of the 
first 20-day test period ; during this time, they were taken every other day. 
Blood plasma carotene and vitamin A were determined using the methods 
of Moore (3) and Kimble (2), respectively, while using an Evelyn photo- 
electric colorimeter. 

Body weights were determined twice a month during the depletion 
periods and every 3 days during the feeding periods. 


Received for publication October 9, 1947. 
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RESULTS 


Vitamin A values of 6 to 8 y per 100 ml. of blood plasma appeared to be 
the critical level for these animals. When the concentration of vitamin A 
approached this level, the test animals stopped gaining in body weight. 
However, the animals usually resumed growth after about 10 days of sup- 
plemental feeding. The average time required to deplete the animals was 
105 days following winter feeding, 24 days between the first and second 
feeding periods, and 30 days between the second and third feeding periods. 

The data obtained relative to the analyses for vitamin A and carotene 
on the several trials are presented in tables 1 and 2. 

In evaluating the blood plasma vitamin A data for the three supple- 
mentary treatments by an analysis of variance (table 3), a highly significant 


TABLE 3 
Analysis of variance of blood plasma vitamin A data 
er Degrees of Sums of 
Source of variation Sceniem squares Mean square 
2 593 296.50 
Individuals ................ § 393 78.60 
Days 9 189 21.00 
Interactions: 
Treatments x individuals ..... 10 242 24.204 
Days x individuals 45 137 3.04 
Days x treatments . 18 134 7.44 
Sampling error 90 573 6.37 


a Significant at the 1% level. 

b Approached significance at the 5% level. 
difference was found between the treatments and between days of supplemen- 
tation. The difference between heifers approached significance. On the 
basis of the least significant mean difference, it was determined that there 
was no significant difference in the blood plasma vitamin A concentrations 
of the heifers during administration of vitamin A alcohol or the natural 
esters of vitamin A. Both, however, produced a higher level (highly signifi- 
eant) of blood plasma vitamin A than did f-carotene. The following mean 
concentrations of blood plasma vitamin A (y per 100 ml.) were found during 
the feeding periods: £-carotene feeding = 6.95, vitamin A alcohol feeding = 
10.77, and the natural ester of vitamin A feeding = 10.83. The least signifi. 
cant mean difference at the 1 per cent level was 2.85. 

In an analysis of variance of the determinations of blood plasma carotene 
of the heifers for the three treatments (table 4), a highly significant differ- 
ence was found between treatments and between days on supplementation, 
but no significant difference was found between heifers. The following mean 


concentrations of blood plasma carotene (y per 100 ml.) were determined 
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TABLE 4 | 
Analysis of variance of blood plasma carotene data 
Source of variation Mean square 
Total 179 
2 18,607 9,303.508 
Tae 5 13,997 2,799.40 
Days~. 9 1,909 212.118 
Interactions: 
Treatments x individuals .. 10 10,837 ~ 1,083.708 
Days x individuals 45 839 18.64 
Days x treatments .............. 18 : 6,089 338.288 
Sampling 90 . 2,548 28.31 


_ 8 Significant at the 1% level. 


during the feeding periods: B-carotene administration = 67.42, vitamin A 
alcohol administration = 43.57, and the natural ester of vitamin A = 49.28. 
The least significant mean difference at the 1 per cent level. was 19.05. On 
this basis it was found that the feeding of B-carotene increased the blood 
plasma carotene concentration above (highly significant) that of the heifers 
receiving vitamin A. There was no significant difference in the blood plasma 
carotene concentrations when vitamin A alcohol or the natural ester S vita- 
min A was fed. < 

Linear regression lines were caleulated for blood plasma vitamin A 
(Fig. 1) and carotene (Fig. 2) concentrations during the feeding periods. 
The regression equation for blood plasma vitamin A concentration when f- 
carotene was fed was E = 7.422 — 0.0692 X + 0.0442 (not significant) ; when 
the natural ester of vitamin A was fed, E =9.403+0.1412 X¥ + 0.0384 


4 Carotene 0.0692 0.0442 
a 16 Natural ester of vitamin A 0.1412 0.0384 
22 
gu 
9 
& 3 
©1234 §5 6 7 8 9 10 1122 13 & 15 & Y 18 19 20 


Days of administration 
Fie. 1. The effect of the source of vitamin A upon blood plasma vitamin A levels. 
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(highly significant) ; and when the vitamin A alcohol was fed, E = 9.61—- 
0.1150 X + 0.0533 (significant). Therefore, there was a significant increase 
in blood plasma vitamin A concentration when vitamin A alcohol or the 
natural esters of vitamin A were fed, and there was a slight decrease when 
B-carotene was fed. “This decrease, however, was not significant. 

Regression equations for blood plasma carotene concentrations are as 
follows: when 8-carotene was fed, = 48.70+ 1.8325 X + 0.2186 (highly 
significant) ; when the natural ester of vitamin A was fed, FE = 51.62 — 0.2934 
X + 0.2211; and when vitamin A alcohol was fed, EF = 46.45 —0.3313 X¥ + 


A-Carotene b= 1.8325 2 0.2186 

or Vitamin A alcohol -0+3313 011721 

8 Naturel ester of vitamin b= -0.2934 * 0.2211 

a 100 

an 
80 

8 

70 

o or 

Este 

2 50 L” eter 

° 4 Alcohol 
30 

20 

no 

2 10 

= 


©2123 4 5 6 7 8 Y 1012 12 13 14 15 16 17 18 19 2 
Daye of 
Fig. 2. The effect of the source of vitamin A upon blood plasma carotene levels. 


0.1721. Therefore, feeding B-carotene increased the blood plasma carotene 
concentration significantly, but, when either of the two forms of vitamin A 
was fed, the blood plasma carotene concentration decreased slightly. This 
decrease, however, was not statistically significant. 2 


CONCLUSIONS 


1. The critical blood plasma vitamin A concentration was found to be 
6 to 8 y per 100 ml. blood plasma for Holstein heifers when gains in body 
weight were used as the criterion. 

2. There was no significant difference in the efficiency of utilization of 
vitamin A alcohol and the natural esters of vitamin A by Holstein heifers 
when the blood plasma concentration of vitamin A was used as a criterion. 
However, both forms of vitamin A were utilized more efficiently than - 
carotene. 
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LIVEWEIGHT AND MILK-ENERGY YIELD AT VARIOUS 
FEEDING INTENSITIES* 


S. D. MUSGRAVE2 ann W. L. GAINES 
University of Illinois, Urbana 


The data used in the present paper are extracted from the records of the 
Input-Output experiment conducted by the United States Bureau of Dairy 
Industry in cooperation with the Agricultural Experiment Stations of Dela- - 
ware, Maryland, Mississippi, New York (Geneva), Pennsylvania, South Da- 
kota, Indiana, Michigan, New Jersey, and Virginia. In the last four of 
these Stations, pasture was used, thereby upsetting the determination of 
digestible nutrients (D.N.) intake. A primary objective in the use made of 
the Bureau data at the Illinois Station is to allocate D.N. intake between 
maintenance and lactation by the procedure of fitting a suitable equation, 
for which purpose only the first six of the above-mentioned stations provide 
adequate data. Pursuit of the primary objective has provided, somewhat 
incidentally, valuable material on the relation between liveweight and milk- 
energy yield, which is reported in the present paper. 

A detailed account of the Input-Output investigation has been published 
by Jensen e¢ al. (2). 

PROCEDURE 

The first 35 full calendar weeks-of each lactation are used in the present 
study. Lactations which do not provide such a period are not used. That 
is, the present paper deals with partial lactations, starting within 9 days 
after calving (the first 2 days after calving being rejected in the original 
records) and continuing through the following 35 calendar weeks. The 
records provide a total of 255 such partial lactations. 

Each 35-week partial lactation is extracted in seven subperiods of 5 weeks 
each, and the sum of seven subperiods represents the 35-week partial lacta- 
tion. For each lactation the following items, among others, are calculated : 

D.N. = digestible nutrient intake for 35-week period, lb./day 
FCM, = milk-energy yield for 35-week period, lb. 4 per cent milk/day 
W =average liveweight for 35-week period, lb. 
W, =average liveweight for first 5-week subperiod, lb. 
Ayrshire, Brown Swiss, Guernsey, Holstein and Jersey breeds are repre- 


Received for publication October 20, 1947. 

1 The authors are indebted to O. E. Reed, Chief of the Bureau of Dairy Industry, for 
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tion; also, to T. E. Woodward, Bureau of Dairy Industry, for painstaking care in pro- 
viding photostatie copies of the weekly records maintained by the Bureau in conduct of 
the original investigation. 

2 Now at Cornell University, Ithaca, New York. 
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sented in the present material (table 1). Perhaps the cows represent a cross 
section of dairy cows in American Experiment Stations. 


RESULTS 


Feeding intensity. Feeding intensity is calculated as (D.N.—0.008W) 
/FCM,g, 1.e., lb. D.N. for lactation per lb. FCM, allowing 8 lb. D.N. per day 
per 1,000 lb. liveweight for maintenance, in accord with the Haecker stand- 


-ard. The data are divided into feeding intensity classes as indicated in 
. table 2. These classes are based on the actual rather than the intended feed 


intake. Consequently, the classes do not correspond strictly with the classes 
used by Jensen et al. (2), and there is the further important difference that 
the present analysis is based on a 35-week partial lactation, in contrast to a 
ealendar-year record regardless of lactation status. 


TABLE 1 
The number of lactations and mean values by breeds 
Breed n % Haecker | % Grain® WwW, 1000 FCM,/W, 
............. 29 120 35 1035 25.7 
Brown Swiss ....... 25 107 52 1228 31.8 
Guernsey  .............. 21 114 31 998 - 24.6 
EE 104 114 46 1204 31.1 
ae 76 123 45 844 31.0 


« Per cent of digestible nutrient intake supplied by concentrates. 


Liweweight and yield. It previously has been proposed that cows possess 
a certain inherent tendency to produce milk under conditions of the com- 
mercial dairy, a lactational drive which may be quantitatively measured as 
FCM,/W,- The immediate purpose of the present study is to see how 
FCM,/W, is affected by feeding intensity. 

In the light of previous work the postulate is advanced that FCM,/W, 
fluctuates, as between cows, independently of W,;. A proper test of this 
postulate is to fit, by least squares, the equation, FCM,/W,=a+bW, and 
find the value of b and its standard error. For the 255 lactations as a body, 
as shown in the last line and last column of table 2, 6 is even smaller than its 
standard error. Such a value of b readily could arise by chance if its true 
value is zero. Hence, the postulate is valid so far as this particular body of 
observations indicates. 

By a similar equational procedure the value of b (in terms of 100,000 
FCM,/W,) within feeding intensity class works out to be 0.21 + 0.23 or 
essentially the same result as that in total.* 

If it is desired to use the power equation FCM, = aW,”, the exponent b is 
0.92 in total and 0.93 within feeding-intensity class. The exponent is de- 
rived from the means and linear regression. For example, in total, the ex- 

3In similar manner: within Station, b=-0.109+0.036; within breed, b=—0.109 
+ 0.039; within times milked daily (2 or 3), b=— 0.061 + 0.024. 
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ponent = 1 + (— 0.22 x 1063/3000) = 1-0.08=0.92. This is a valid approxi- 


mation for the present material. 
While the above procedure indicates no difference in total and within 


feeding-intensity class, it does not necessarily follow that feeding intensity 


.is without influence on the relation of liveweight to milk-energy yield. Table 


2 shows the weight-yield relation for each of the six classes separately. None 
of the b’s is significant except the one for the 16 lactations of class 6. The 
W, distribution in class 6 is erratic and apparently the cows were more 
ravenous than representative. 

A noteworthy feature is the rather consistent decrease in b as feeding 
intensity increases. The power-equation b shows this clearly. The data 
seem to suggest that FCM, tends to be proportional to W, under customary 
feeding intensity (100 per cent or 114 per cent of Haecker standard for the 
lactation fraction). W, appears still more influential on FCM, for under- 
feeding, which may trace back to the influence of fatness at calving. 


DISCUSSION 


The average of 255 35-week partial lactations (table 2) is 30.0 lb. of 4 per 
cent milk per day per 1,000 lb. W;. Davis et al. (1) report for the Nebraska 
Station dairy herd average values for 1000 FCM,/W, of 33.3 for 131 Ayr- 
shire lactations, of 30.6 for 77 Guernsey lactations, of 39.1 for 367 Holstein 
lactations and of 34.5 for 171 Jersey lactations. Feeding intensity for the 
Nebraska data is not recorded but no doubt is above 100 per cent-Haecker 
for all lactations. Control of feeding intensity was a major point in the 
Input-Output experiment. It is presumed this control does not bias the 
results as between breeds. 

SUMMARY 

The relation of liveweight in pounds within 5 weeks after calving, W,, to 
milk-energy yield for the 35-week partial lactation in pounds of 4 per cent 
milk per day, FCMsg, is investigated by adjusting the equation, FCM,/W, 
= a+ bW,, to observations from the Input-Output experiment of the Bureau 
of Dairy Industry. For all lactations (255), b is not significantly different 
from zero. The postulate that FCM, tends to be proportional to W, is valid 
so far as indicated by this body of observations on five breeds of dairy cows 
taken as a whole. Essentially the same relation holds for each feeding-in- 
tensity class (83 to 183 per cent of Haecker). However, as between feeding- 
intensity classes, there is a consistent tendency for b to decrease as feeding 
intensity increases. The consistency of this tendency may give it some 
meaning. 
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THE CHEMICAL COMPOSITION OF THE CRYSTALLINE 
DEPOSIT IN EVAPORATED MILK 


EDGAR F. DEYSHER anp B. H. WEBB 
Bureau of Dairy Industry, Agricultural Research Administration, 
U. 8S. Department of Agriculture 


A white, crystalline deposit occasionally forms in evaporated milk during 
storage. It is found chiefly on the interior can surfaces but as the crystals 
increase in size and weight, agitation of the contents of the can gradually 
causes them to settle. The deposit does not appear in some samples of milk 
and, even when.it is present, it remains unnoticed by most consumers. While 
the crystals are not harmful, they are at times a source of annoyance, espe- 
cially in infant feeding when they obstruct the holes in nipples. Occasion- 
ally the crystal aggregates are mistaken for foreign particles. 

The deposit cannot be redissolved in the milk after it has formed. The 
particles themselves vary from microscopic size to crystal aggregates #-inch 
in diameter. They are dense and hard and should not be confused with the 
insoluble protein deposit which sometimes is found in evaporated milk. 

Sato was the first to investigate the salt crystals of concentrated milk. 
On the basis of his determinations of calcium, magnesium, and phosphorus 
in salt crystals found in sweetened condensed milk (9, 11), he reported 
calcium citrate to be the chief constituent of these crystals. Only qualita- 
tive determinations for citrates were reported. Crystals of tyrosin, leucin, 
and cysteine also were found. - Later Sato (10) reported on the examination 
of the sediment obtained from one 2-year-old can of evaporated milk. A 
quantitative analysis of this deposit was stated to show that it contained tri- 
calcium and trimagnesium phosphates and tricalcium citrate. The quanti- 
tative data and the relative proportions of these salts in the evaporated milk 
were not given. 

Mojonnier and Troy (7) condensed unheated skim milk over sulfuric 
acid to one-third its volume, stored it at 85° F. for 3 months, and then found 
a considerable quantity of calcium citrate had crystallized in the milk. 

While this manuscript was in preparation, Gould and Leininger (3) pub- 
lished the results of quantitative determinations made in duplicate on a com- 
posite sample of crystals separated from evaporated milk. They found that 
the crystals were largely composed of calcium citrate. 

This study of the crystalline deposit that forms in evaporated milk was 
conducted to determine quantitatively the composition of the crystals and 
to define the conditions that favor and retard their formation. This paper 
is concerned with quantitative determinations. 

Received for publication October 27, 1947. 
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EXPERIMENTAL PROCEDURE 

Crystals were obtained from several hundred cans of commercial evapo- 
rated milk. The sediment from each can was washed with 25 per cent 
alcohol, thoroughly agitated, and decanted a number of times until the wash 
alcohol showed no turbidity. The crystals then were assumed to be reason- 
ably free from foreign matter. They were air dried at room temperature, 
ground in a mortar, redried at a low temperature under vacuum, and pre- 
served in glass-stoppered bottles for analysis. 

The method of McCrudden (4, 5) was used for the calcium determina- 
tions. The calcium oxalate precipitate was ignited and weighed as calcium 
oxide. Magnesium (4, 5) was determined on the filtrate from the calcium 
analyses. Nitric acid was added to this filtrate and the solution evaporated 
to dryness to expel the ammonium salts. The residue then was dissolved 
in a little hydrochloric acid. The usual procedure was carried out and the 
precipitate was weighed as magnesium pyrophosphate. 

The official gravimetric method (1) was used for the determination of 
phosphorus. 

Citric acid was determined by the pentabromoacetone method as modified 
by Deysher and Holm (2), with a few additional changes. The procedure 
is outlined here in some detail because citric acid determinations often have 
been found difficult to make and because good results were obtained with this 
modification. 

Five-tenths gram of the material is dissolved in 40 ml. of sulfuric acid 
(1 to 1 by volume) in a 250-ml. volumetric flask and several milliliters of 
10 per cent phosphotungstic acid are added to precipitate the small amount 
of protein material. The contents of the flask are made up to 250 ml., thor- 
oughly shaken, and filtered. Fifty milliliters, which is equivalent to 0.1 g. 
of the sample, are taken for the determination. Five milliliters of 37.5 per 
cent potassium bromide are added, followed by 5 per cent potassium per- 
manganate added dropwise until a brown precipitate remains for at least an 
hour. The mixture then is placed in a refrigerator over night, after which 
the excess potassium permanganate is discharged with 20 per cent ferrous 
sulfate. After filtering, drying in the vacuum desiccator, and weighing, the 
precipitate is dissolved with alcohol and ether. The crucible again is dried 
and weighed. The loss in weight represents the pentabromoacetone which, 
multiplied by 0.424, is equal to anhydrous citric acid. 

This method was tried on C.P. calcium citrate in which the water of 
crystallization had been determined. The recovery on four determinations 
was 98.7, 101.7, 100.3, and 99.4 per cent. 


RESULTS 
The analytical results obtained on four groups of crystals gathered from 
cans of commercial evaporated milk are given in table 1. 
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TABLE 1 
Analysis of crystals from 4 brands of evaporated milka 


- Loss on ignition 
+ CaO + MgO + P.O, 


(%) 
100.21 
100.18 
100.25 
100.55 


Loss on 
ignition 


(%) 
1b 70.79 
2b 70.40 
3 65.80 
4b 70.95 


Anhydrous 
citric acid 


(%) 
64.25¢ 
63.97 
60.71 
63.60¢ 


CaO | MgO | P.O, 


(%) 
0.23 
0.12 
0.12 
0.31 


(%) 
29.0 
29.22 
29.90 
29.10 


(%) 
0.19 
0.44 
4.43 
0.19 


2 Each group of crystals was collected from cans of milk produced in a single plant 
and processed on the same or on consecutive days. 


b Only a trace (0.02%) of SiO, was found in a composite of these samples. 
« Triplicate determinations; all others made in duplicate. 


The calcium oxide was found to be about 29.0 per cent and the anhydrous 
citric acid 63.0 per cent. The composition of C.P. calcium citrate in terms 
of calcium oxide and anhydrous citric acid is 29.48 per cent and 67.33 per 
cent, respectively (6). 

There was a 9 to 10 per cent loss in weight of the evaporated milk crystals 
at 120° C., which indicates that water of crystallization was present. Ac- 
cording to Merck’s Index (6) all the water of crystallization of calcium 
citrate is lost at 120° C. 

The amounts of magnesium oxide in the different samples were fairly 
uniform but the quantity of phosphorus pentoxide in no. 3 was in large 
excess over the phosphorus pentoxide in the other three samples. This indi- 
cates the presence of a substantial quantity of calcium phosphate in no. 3. 

Since the calcium in the calcium caseinate-calcium phosphate complex 
(8) of milk exists as tribasic phosphate, calculations were made to determine 
the quantities of tribasic magnesium and calcium phosphate and of calcium 
citrate that might be present in the crystals. Results of the calculations are 
presented in table 2. All the magnesium oxide was converted to trimag- 
nesiam phosphate, but this required more phosphorus pentoxide than was 
present in samples 1 and 4, giving the latter a negative phosphate balance. | 


TABLE 2 


and magnesium phosphates and for calcium citrate in the 
salt crystals of evaporated milk 


Calculated valuesa for calci 


Total 


MgO as 
Mg, (PO,)» 


P.O; 
balance 


CaO 
balance 


Remaining 
CaO as 
CaCit. 4H,0 


Mg;(PO,)2+ 
Ca,(PO,)2+ 
CaCit.4H.O 


(%) 
0.50 
0.26 
0.26 
0.67 


(%) 
— 0.08 


+ 0.30 


+ 4.29 
-0.17 


(%) 
29.00 
28.87 
24.82 
29.10 


(%) 
98.33 
97.90 
84.18 
98.68 


(%) 
98.83 
98.81 
93.81 
99.35 


4 Caleulated from the determined values shown in table 1. 
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The remaining phosphorus pentoxide in samples 2 and 3 was converted to 
tricalcium phosphate. The calcium balance remaining after the phosphorus 
pentoxide was exhausted was converted to calcium citrate. This required 
a little more citrate than was found in the samples. The sums of these cal- 
culated values for the phosphates and citrates are given in the last column 
of table 2. With the exception of sample 3, they are not far from 100 per 
cent. 

There are other salt combinations that might be assumed to exist for the 
purpose of calculating the approximate composition of the crystals. How- 
ever, in the absence of accurate data on the salt crystal structures, any deter- 
mination of the manner in which the various components are combined must 
be deferred. 


SUMMARY 


Four groups of salt crystals that had separated from evaporated milk 
during storage were analyzed for calcium oxide, magnesium oxide, phos- 
phorus pentoxide and citric acid. One group of crystals was high enough in 
phosphorus pentoxide to indicate the presence of almost 10 per cent tri- 
calcium phosphate. Most of the crystals contained about 98 per cent cal- 
cium citrate and small but varying amounts of tricalcium and trimagnesium 
phosphates. 
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OF BOVINE MILK AND COLOSTRUM AND THEIR 
ROLE IN IMMUNITY: A REVIEW 
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Laboratory for the Study of Hereditary and Metabolic Disorders,2 and the Departments 
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In mammalian life, the mother supplies the fetus and the newborn off- 
spring with all of the substances necessary for growth. However, in addition 
to providing the usual food factors, the offspring is given the antibodies 
necessary to resist infectious diseases. Since the work of Ehrlich (8), it 
has been known that antibodies may be transmitted through the colostrum 
or first milk, passively immunizing the offspring by means of immune bodies - 
which are ingested by mouth and then pass from the digestive tract to the 
blood stream. In addition, Ehrlich discovered that, in some species, immune 
bodies also may be transmitted through the placenta directly from the blood 
stream of the mother to the circulation of the fetus. 

In the ruminants, placental transmission does not occur, and the colos- 
trum is the sole source of antibodies for the newborn animal (9, 13, 22). 
Some years ago, Smith and Little (32, 33) investigated the factors concerned 
with the survival of newborn calves and found that intestinal infections 
were among the major causes of death. Feeding of colostrum was found 
to decrease the mortality enormously. Obviously, the antibodies transmitted 
by the colostrum are of great importance in enabling the newborn animal 
to resist infection. At about the same time, Howe (10) and Orcutt and 
Howe (17) observed that, after the ingestion of colostrum, agglutinins 
appear in the calf serum associated with a globulin which is precipitable at 
low concentrations of sodium sulfate. Other investigators (11, 21) have 
since ‘found by electrophoretic analysis that the serum of the newborn 
calf does not possess any y-globulin and that the appearance of slow-moving 
globulin occurs only after the ingestion of colostrum. 

Inu recent years it has been amply demonstrated by many investigators 
that antibodies are associated with globulin components of the serum, and 
much has been learned regarding the’r properties (12). Until recently, 
no attempts were made to isolate and study the proteins associated with 
immunity from milk or colostrum. 

The immune proteins of bovine colostrum and milk have been isolated 
in order to determine their relationship to the immune proteins found in 
blood serum (24, 25, 26). It obviously is of some importance to ascertain 

1 The experimental work included in this paper was performed while the author was 


at the Biological Laboratories of E. R. Squibb and Sons. , 
2 This laboratory is aided by a grant from the United States Public Health Service. 
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whether the immune bodies in the colostrum and milk are identical or 
similar to those in the maternal blood stream. It also is of interest to 
determine what happens to the colostrum antibodies during their passage 
into the blood stream of the newborn animal. The cow represents a good 
species for such a study because, in addition to the availability of milk and 
colostrum, the situation is not complicated by placental transmission of 
antibodies. It is convenient to refer to the colostrum and milk globulins 
which are associated with immunity as ‘‘immune lactoglobulins’’, although 
it is realized that the actual antibody content may account for only a very 
small portion of these fractions. 


BOVINE IMMUNE PROTEINS 


Colostrum obtained within a few hours after parturition was found to 
have a protein concentration between 15 and 26 per cent or, roughly, two 
to three times the concentration of blood plasma (25). By electrophoretic 
analysis, the immune protein may represent as much as 50 to 60 per cent 
of the total protein in colostrum, and as high as 85 to 90 per cent of the 
protein in colostrum whey. Therefore, it was a comparatively simple matter 
to isolate the immune protein in electrophoretically homogeneous form. 
After removal of the casein (Fraction A) by isoelectric precipitation at pH 
4.5, the filtrate was brought to pH 6.0 with 0.5 M sodium hydroxide, and 
successive fractions were removed at 0.3 (Fraction B), 0.5 (Fraction C), 
and 0.9 (Fraction D) saturation with ammonium sulfate. After repre- 
cipitation of each fraction within the same limits of salt concentration, the 
preparations were dialyzed and dried from the frozen state. Figure 1 
shows the electrophoretic patterns obtained with the four fractions and with 
the original colostrum. 

The electrophoretic pattern of the whole colostrum shows only a few 
components, with the slow-moving large peak due to the immune protein. 
The crude casein of colostrum (Fraction A) is complex in nature, like that 
of milk (15, 35), and contains at least two components (25). Fraction B 
consists entirely of a slow-moving globulin, and Fraction C of about 85 
per cent of this protein. All of the immune activity of the colostrum was 
found to be associated with the lactoglobulin of low electrophoretic mobility 
(—1.8 to —2.2* 10° sq. em. per volt per second at pH 8.4). 

The lactalbumin (Fraction D) is complex in nature and, like the similar 
fraction of milk whey, consists mainly of the B-lactoglobulin isolated by 
Palmer (18). The crystalline B-lactoglobulin of colostrum, as far as could 
be determined, is identical with that obtained from milk (25). 

Quantitative isolation of the immune lactoglobulins was accomplished 
by precipitation at 0.4 saturation with ammonium sulfate after isoelectric 


precipitation of the casein. After this fraction was reprecipitated several 
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times under the same conditions, the material was homogeneous. Prolonged 
dialysis of the protein resulted in a separation of water-insoluble and water- 
soluble portions or eu- and pseudoglobulin fractions. 

Figure 2 shows the electrophoretic patterns obtained with the normal 
whey of the later milk. Here the immune globulin represents only about 
10 per cent of the whey protein in the normal animal, although the pro- 


WHOLE COLOSTRUM 


Fig. 1. Electrophoretic patterns of the descending boundaries of whole colostrum 
and of fractions derived from it. A is the casein; B, C and D are ammonium sulfate 
fractions obtained between 0 and 0.3 saturation (B), between 0.3 and 0.5 (C), and be- 
tween 0.5 and 0.9 (D), respectively. Fraction B consists entirely of immune globulin 
and C mainly of this protein. The principal component of D is B-lactoglobulin, which 
could be obtained in crystalline form. Electrophoresis was for 200 minutes in veronal 
buffer at pH 8.3 to 8.4 at an ionic strength of 0.1. (Figure reproduced by permission 
of the Journal of Biological Chemistry.) 


portion may increase somewhat in animals that have been hyperimmunized 
(26). The changes in protein composition during the transition from colo- 
strum to milk have been studied by Crowther and Raistrick (5). More 
recently these changes also have been observed in the Tiselius apparatus 
(7, 14). 

Because of the low concentration of immune protein in the milk whey, 
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Fig. 2. Electrophoretic patterns of normal whey taken at 166 minutes (A) and 
250 minutes (B). The principal component is B-lactoglobulin. The immune globulin 
represents about 10 per cent of the total protein. (Figure reproduced by permission of 
the Journal of Biological Chemistry.) 


a somewhat different procedure from that used for the colostrum was 
adopted in order to isolate the immune lactoglobulin. This was accomplished 


Fie. 3. Descending patterns of the purified immune lactoglobulins. The pseudo- 
globulin is shown in 4 (pH 3.90), B (pH 5.11), C (pH 6.81), and D (pH 8.55). The 
euglobulin is in F (pH 3.81), F (pH 5.12), G (pH 6.13), H (pH 6.82), and I (pH 8.65). ~ 
These boundaries do not show the presence of the other milk proteins. (Figure re- 
produced by permission of the Journal of Biological Chemistry.) q 


IMMUNE PROTEINS 131 


by ammonium sulfate fractionation involving isoelectric precipitations at 
different pH values (26). The immune lactoglobulins of milk and colos- 
trum, as far as the authors have been able to determine, are extremely 
similar or, more probably, identical. Figure 3 shows the electrophoretic 
patterns obtained at various pH values with some of the purified immune 
lactoglobulins. These proteins are free from the other milk proteins. How- 


Pho 


Mobility X 10° 


' 


Fic. 4. Electrophoretic mobility as a function of pH for colostrum globulin, T-glob- 
ulin, and y-globulin. All of the values were calculated from descending migrations in 
univalent buffers at 1° C. The mobility is in sq. cm. per volt per second. The isoelectric 
point of the y-globulin is at pH 7.2, that of the T-component at pH 6.15, and that of 
the total immune globulin of colostrum at pH 5.85. The separated lactoglobulins (not 
shown in the figure) gave for the pseudoglobulin an isoelectric point of pH 5.6, and for 
the euglobulin an I.E.P. of pH 6.05. (Figure reproduced by permission of the Journal 
of Biological Chemistry.) 


ever, most of the boundaries show greater spreading than would be expected 
for a single molecular species. This is similar to the many observations 
that have been made with the y-globulins of serum. 

The animals from which samples of milk and colostrum were obtained 
had been hyperimmunized. All of the immune activity is associated with 
the specific lactoglobulins which were isolated and not with any of the other 
proteins of milk or colostrum, such as casein or f-lactoglobulin. 
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Since the immune proteins of bovine serum had not been previously 
isolated, it was necessary to develop a procedure for this purpose. As in 
the plasma of the horse (28, 34), immune activity. is associated with the 
more rapidly migrating 7-fraction as well as with the y-globulin (25). The 
procedures developed by Cohn et ‘al. (4) and Oncley et al. (16) for the 
fractionation of normal human plasma were adapted for the fractionation of 
hyperimmune bovine serum. This permitted the isolation of the y- and 
T-globulins in electrophoretically homogeneous form (25). With these 

_ proteins in hand, it then was possible to compare the bovine immune pro- 
teins obtained from the different body fluids. ee 

Figure 4 shows the electrophoretic mobilities as a function of pH for 
the bovine immune proteins. The y-globulin possesses a much higher iso- 
electric point than the T-globulin or the total colostru:a immune lacto- 
globulin. The eu- and pseudoglobulins of the colostrum or milk have 
slightly different isoelectric points, but these fall on either side of those of 
the T-globulin. From these facts alone it is possible to say that the immune 
proteins found in milk and colostrum are not y-globulins as defined in terms 
of electrophoretic mobility and isoelectric point. However, it is not pos- 
sible from these measurements to differentiate the lactoglobulins and the 
T-globulins. 

While none of these proteins is completely homogeneous in the ultra- 
centrifuge, they contain roughly 80-90 per cent of a component which sedi- 
‘ments at 7 Svedberg units. The diffusion constants of these preparations 
range from about 3.3 to 3.9 x 10 sq. em. per second. From these values 
it may be calculated that the principal components of the bovine immune 
lactoglobulins and serum globulins possess molecular weights in the neighbor- 
hood of 180,000. The ready diffusibility of the immune lactoglobulins of 
the colostrum through the intestine of the newborn animal cannot be due 
to any difference in size of these proteins as compared to the immune 
globulins of the serum. 

Some studies have been made of the carbohydrate and amino acid 
content of the different bovine immune globulins (29, 30). All of these 
proteins were found to contain hexose and hexosamine in a ratio of about 
2to1. These proteins, as shown in table 1, contain all of the amino acids 
known to be required in mammalian nutrition. In general, the data are 
similar to the analyses of human y-globulin reported by Brand et al. (1). 
The immune globulins from horse and human serum also have been analyzed 
(29, 30); these greatly resemble the bovine proteins in their amino acid 
composition, although there are enough differences to indicate the different 
species from which the proteins are obtained. 

It is rather striking that the immune proteins of different species appear 
to form a definite homologous group, with extremely similar physical and 
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chemical properties, in much the same way as do the serum albumins and 
the hemoglobins. It also is noteworthy that the immune globulins are quite 
different in amino acid content from any of the other proteins which are 
known to be present in mammalian milk or serum. 

Although the bovine immune proteins greatly resemble one another, it 
is possible to distinguish between them. For example, attention may be 
called to the values for arginine and methionine of y-globulin, which are 
much higher than those for the T-globulin or the lactoglobulins. The leucine 
content of the different proteins also shows marked differences. The phen- 
ylalanine content of the 7-globulin is higher than that of the y-globulin 


TABLE 1 
Amino acid and carbohydrate content of bovine immune proteins 


(Data are averages derived — (25), (26), (29) and (30). All values are in terms 
of the anhydrous ash-free proteins. ) 


Eu-lacto- Pseudo- i 
Constituent globulin lactoglobulin T-globulin y-globulin 

(%) (%) (%) (%) 
4.9 3.5 4.8 5.8 
1.89 2.14 2.01 2.05 
Lysine ...... 2 6.3 7.2 6.4 6.7 
Isoleucine 3.1 3.1 3.0 3.2 
Leucine . 10.4 9.1 8.6 74 
Valine .... 10.4 9.4 9.5 10.0 
Threonin 10.5 10.1 9.5 10.0 
Phenylalanine . 3.6 3.8 4.5 3.2 
Tryptophane .... 9 2.4 2.7 2.6 2.6 
ee 3.2 3.0 2.8 2.9 
Methionine ....................... 0.98 1.08 1.00 1.18 
1.05 1.04 0.95 1.02 
Eanes 2.9 2.8 2.5 2.05 
Hexosamine 2... 1.45 1.32 1.50 1.31 


or of the immune lactoglobulins ; this is strikingly reflected in the ultraviolet 
absorption spectra of these proteins (27). As shown in figure 5, bovine 
T-globulin possesses a much steeper end-absorption than the colostrum or 
y-globulin. It thus appears that the lactoglobulins possess somewhat 
different protein moieties than the serum immune proteins. 

However, the lactoglobulins and the serum globulins must be substances 
very closely related. All of these proteins will give quantitatively equiva- 
lent anaphylactic cross-reactions in guinea pigs sensitized to bovine immune 
proteins whether they are derived from milk or from serum (25). It is 
well known, particularly from the works of Wells and Osborne (36), that 
the globulin fractions of milk and serum are immunologically related. It 
now has been shown that these cross-reactions are due to the immune 
proteins. 

The presence in the immune proteins of all the amino acids known to 
be required for the maintenance of nitrogen equilibrium in mammals raises 
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an important nutritional question. Obviously, for protection of the adult 
and the newborn against infectious disease, all of the so-called essential amino 
acids must be supplied in adequate amount.. Evidence is available which 


shows that hypoproteinemia causes a decrease of antibodies and a lower — 


resistance to infection. The synthesis of the globulins concerned with im- 


munity is then a special problem in nutrition, as recently emphasized by 
Cannon (3). 
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Fie. 5. Ultraviolet absorption spectra of bovine globulins. The absorption curve 
of the 7-globulin appears to reflect the higher content of phenylalanine by the steeper 


end-absorption as compared to the other proteins. (Figure reproduced by permission 
of the Journal of Biological Chemistry.) 


PASSIVE IMMUNITY IN THE CALF 


Since it already has been demonstrated that the colostrum immune 


globulin is different from y-globulin. in electrophoretic mobility and other 
properties, it is preferable not to refer to the globulin which appears in 
the blood stream of the newborn after the ingestion of colostrum as a 
y-globulin. The protein which appears in the blood stream of the calf after 
ingestion of colostrum possesses the electrophoretic mobility of the immune 
lactoglobulin and not that of y-globulin (31). Figure 6 shows the electro- 
phoretie patterns obtained with the serum of the newborn calf at birth and 
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at various times later. The calf was fed colostrum only during the first 
day of life, and thereafter was isolated from the mother. The serum of 
the newborn calf did not contain any slow-moving globulin. However, the 
pattern of the serum obtained 2 days after birth showed a large amount of 
colostrum globulin (44 per cent of the total protein). Thereafter, the 


AT BIRTH 


Fie. 6. Electrophoretic patterns of the descending boundaries of the serum of ‘a 
newborn calf and of the same animal 2, 50, 87 and 122 days later.’ For comparison, the 
maternal serum obtained 3 days before term also is shown. The runs were performed 
at 1° C. in a veronal buffer of pH 8.4 to 8.6, and at an ionic strength of 0.1. The serum 
of the newborn is practically devoid of slow-moving globulins. The immune component 
(Cel.) appears after feeding colostrum. The absolute heights of the different serum 
samples cannot be compared as the runs were made at somewhat different protein con- 
centrations. 


amount of colostrum globulin decreased steadily. From such data it is 
possible to estimate the time during which this protein remained in the 
blood stream of the calf. The immune component decreased to about one- 
half its initial concentration in about 20 days, and persisted for many 
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months. y-globulin was hardly detectable in the blood stream of the new- 
born calf. Even after 4 months, it had not reached the normal adult level. 
It is obvious that the passively acquired immunity is of real importance to 
the health of the calf for the long period before it is capable of making 
antibodies of its own. 

It also should be stated that the mobilities and relative concentrations 
of the various serum proteins in the newborn calf may be very different 
from those in the adult. This should be extremely useful in approaching 
some of the problems of the physiology and chemistry of the fetus. In 
fact, Pedersen (20) recently has reported the isolation of fetuin, an a- 
globulin, from the serum of the bovine fetus. Bovine fetal hemoglobin 
reportedly differs from that of the adult (37). 


SUMMARY 


Colostrum serves a special function in order to enhance the resistance 
of the newborn to infectious disease. This is shown by the extremely high 
concentrations of immune lactoglobulins in the colostrum. These globulins 
are passively transferred to the offspring, where they may persist in the 
blood stream for many months. The lactoglobulins which have molecular 
weights near 180,000 pass from the intestinal tract of the calf to its blood 
stream. The immune lactoglobulins of bovine milk and colostrum, and the 
y- and 7-globulins of bovine serum, have been isolated and compared with 
respect to their physical and chemical properties. 


CONCLUSIONS 


It is clear that the colostrum serves a special function in order to 
enhance the survival of the newborn animal. Not only is the colostrum 
richer than the milk in some of the vitamins, as demonstrated by various 
investigators (6, 19, 23), but it also contains a totally different distribution 
of proteins than the milk. The extremely high percentage of immune lacto- 
globulins, together with the fact that the colostrum may contain 25 per cent 
protein in the aqueous phase, demonstrates the extreme nature of this 
adaptation. It is not surprising that many investigators have found that 
colostrum generally possesses higher immune titers than the maternal blood 
(2). The long duration of the passively acquired immunity in the calf also 
emphasizes the great importance of colostrum to the health and well-being 
of the newborn. 

The protein synthesis of the mammary gland presents an intriguing 
picture. The gland makes special proteins such as casein and f-lacto- 
globulin, which are not found elsewhere in the body, and even gives its own 
characteristic label to the immune bodies which must be drawn from the 


blood stream. 
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The purpose of this review is to make available in one article pertinent 
information on whey and its constituents and on procedures for the manu- 
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facture of both food and non-food products from whey. Sufficient details 
are given so that cheese producers can select processes suited to their indi- 
vidual locations and scales of operation. 


THE WHEY DISPOSAL PROBLEM 


More than ever before producers of cheese are seeking new methods of 
utilizing whey. The reasons for this are apparent. Older methods of dis- 
posal are becoming less available and several other possible methods are 
prohibitively expensive to operate. The following procedures either have 
been employed or have been advocated for disposal of dairy wastes (124) : 

(a) Running to the sewer. This is practical only when the quantity of 
whey is very small or the whey can be diluted greatly ; otherwise, a nuisance 
is created or, if the sewage is treated, an inordinate load is placed on the 
treating plant. Since the biological oxygen demand of whey is high and the 
quantity usually is large, this method is not feasible in most instances. 

(b) Running to a stream. Any appreciable quantity of whey will pol- 
lute a small stream sufficiently to kill fish and to produce noxious odors in 
stagnant areas. 

(ce) Dumping in abandoned mines or quarries or in holes dug for dis- 
posal purposes. The cost of transporting whey to abandoned mines or quar- 
ries will be prohibitive in most instances and the odors produced by the 
decomposing whey will be objectionable unless the place of disposal is at a 
. considerable distance from the cheese plant and from homes. 

(d) Dumping in prepared lagoons. Practically the same objections 
apply to lagooning or spreading on fields as to the preceding method. 

(e) Treating in a sewage disposal plant installed for the purpose. The 
cost of a disposal plant for whey will be unreasonably great because of the 
high value of the biological oxygen demand of the whey. 

(f) Producing fuel gas by anaerobic fermentation. It appears theo- 
retically possible to produce all the heat required in a cheese plant by this 
procedure, but such a heat source probably would be unreliable. Digestion 
tanks of about 30 times the daily volume of whey would be required. 

(g) Returning the whey to farmers for feeding. This is practical, but 
only to a limited extent. The large volume of the whey in relation to the 
quantity of nutrients present and the requirement that whey may not be 
transported to the farms in the cans used for bringing milk to the plants 
discourage many farmers from using whey for feeding. Furthermore, the 
farmers having pigs to feed usually are not the same ones as those delivering 
milk to the cheese plant. 

(h) Evaporating or drying for use as food or feed. Where cheap heat 
is available and the volume of whey is great enough to justify investment in 
evaporating or drying equipment, this is a practical means of disposal. 

(i) Manufacturing of such products as whey protein, whey cheese, lac- 
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tose, lactic acid, aleohal, vinegar and food specialties. This and the pre- 
ceding method are the most desirable from the standpoint of nutritional 
economy and usually can be operated at the least net cost, and frequently 
at a profit. The special equipment required is expensive. 


QUANTITIES OF WHEY PRODUCED 


Approximately 10 billion lb. of whey are produced each year in the 
United States. About 9 billion lb. are from the manufacture of whole milk 
cheese and one billion lb. from cottage, pot and bakers’ cheese. The 40 
million-lb. quantity of whey from the making of casein, though relatively 
small in amount, is of importance because, until recently, it has been the 
source of all the lactose produced in this country. 

Ten billion pounds of whey contain, in round numbers, 500 million Ib. 
of lactose, 50 million Ib. of protein, 40 million lb. of non-protein nitrogenous 
matter, 30 million lb. of fat, 11 million lb. of phosphorus (P,0;), 7 million 
Ib. of calcium (CaO), and 12 thousand lb. of riboflavin. Forty million 
pounds of ash constituents also are present but are of little or no interest 
from the standpoint of utilization. The fat can be recovered readily by 
means of a cream separator for use in making butter and therefore does not 
contribute to the whey disposal problem. 


COMPOSITION AND NUTRITIVE VALUE OF WHEY 


A typical cheese whey contains 6.9 per cent total solids, of which per- 
centage 0.6 is ash and 6.3 is organic solids, divided among 0.3 per cent fat, 
0.9 per cent nitrogenous compounds (calculated as protein), 4.9 per cent 
lactose and 0.2 per cent lactic acid. The lactic acid has been formed by 
fermentation of lactose, and the percentages of these two constituents are 
somewhat variable, but their sum is consistently close to 5.1 per cent. About 
five-ninths of the nitrogenous matter is heat-coagulable protein. This pro- 
tein commonly is called either whey protein or albumin, but the term al- 
bumin is an improper one since this material consists of a very small pro- 
portion of suspended casein, an ‘‘albumin fraction’’ and a ‘‘globulin frac- 
tion’’. These fractions differ in both composition and physical properties 
and can be fractionated still further. ; 

For the purposes of this review, the term whey protein will include all of 
the heat-coagulable protein of whey, and its heterogenous composition will 
be disregarded. The nitrogenous matter that is not coagulable by heat con- 
sists of substances precipitable by trichloroacetic acid, which are peptone or 
proteose in nature, and other simpler substances such as creatin, creatinin, 
urea, uric acid, amino acids and ammonia. Of the known vitamins, the only 
one present in appreciable quantities in whey is riboflavin, which occurs to . 
the extent of approximately 1.24 y per g. of whey, or 0.000124 per cent (25). 

The chief individual ash constituents present in whey are: 0.188 per cent 
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potassium oxide, 0.075 per cent sodium oxide, 0.071 per cent calcium oxide, 
0.018 per cent magnesium oxide, 0.001 per cent ferric oxide, 0.110 per cent 
phosphorus pentoxide, 0.107 per cent chlorine and 0.029 per cent sulfur 
trioxide. Of these, the calcium and phosphorus are of positive interest be- 
cause of their nutritional value. The other salt constituents usually have 
only nuisance value because of the salty flavor that they impart to concen- 
trated whey products and the difficulty of removing them. 

Milk is unique as a source of calcium and riboflavin, two nutrients that 
need to be increased in many American diets. It is unique also in that it 
contains lactose, a sugar having highly specific nutritive value. These three 
nutrients largely are left in the whey from the cheesemaking process, together 
with part of the phosphorus. The whey protein is of excellent quality in 
that it contains practically all of the essential amino acids. 

Lactose brings about increased utilization of calcium, magnesium and 
phosphorus in young animals (35, 72,81). This effect may be the real basis 
for many claims as to the superior assimilability of calcium and phosphorus 
from whey products. Lactose, unless fed in excessive quantities, is more 
effective in accelerating growth in young animals than are other common 
carbohydrates (141). It favors the production of riboflavin and vitamin 
B, in the intestine of the rat (74). The feeding of lactose to rats has 
caused cataracts, but it has been found that fat, which is necessary for the 
utilization of dietary lactose, protects against development of cataracts (51, 
103). Young rats die when fed lactose in high concentration as the only 
carbohydrate in the diet (31, 40) unless an unidentified factor associated 
with casein is present (18). It should be understood that these undesirable 
effects of lactose have been obtained only in rats and then only on diets that 
were highly abnormal. 

In the poultry industry, dried whey is fed extensively because lactose 
is effective in preventing coccidiosis, and riboflavin is considered essential 

‘to the rapid growth of chicks and to hatchability of eggs and is a preventive 
of curled toe paralysis. 


PROCESSES FOR PRIMARY PRODUCTS 

Methods of whey utilization discussed in this review are shown in 
figure 1. Three primary processes are employed in the preparation of whey 
for ultimate utilization in feeds, foods, pharmaceuticals, or industrial 
products. The different primary and final products will be considered here 
approximately in the order in which they appear in the figure. 

If whey is to be processed, the initial processing should be carried out 
in the plant in which the whey is produced in order that deterioration due to 
the growth of undesirable organisms will be retarded or prevented. Such 
treatments may include one or more of the unit operations of pasteurization, 
concentration or fermentation. 
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Pasteurized Products 


Sweet whey. Pasteurization is an essential step in the preservation of 
sweet whey for further processing and in the production of whey cream. 
Whey is heated to 145° F. for 30 minutes, or to higher temperatures for 
shorter times, to retard growth of lactic-acid-producing bacteria which 
have been active in the cheesemaking process and to destroy pathogenic 
organisms that may be present if the milk was not pasteurized prior to 
making the cheese. The whey should be cooled to below 50° F. immediately 
after pasteurization, unless additional processing is to ensue promptly. 

Pasteurized sweet whey is bulky and perishable, but, where there is 
a convenient source of supply, it can be used successfully in foods. It may 
be used to advantage in place of water in recipes for beverages, soups, 
bread. and other foods. 

Whey cream. It is prepared by putting whey through a cream separa- 
tor either before or after pasteurization. Products of bacterial growth 
that produce off flavors may be present in whey that is not properly 
pasteurized and may be transferred to the cream. When cheese is made in 
copper equipment, cream made from the whey often has a copper content 
great enough to catalyze the oxidation of the fat; as a result, off flavors 
appear in butter or other products made from the cream. 

The danger of curdling during the pasteurization of mixtures of whey 
cream and cream from whole milk can be lessened or avoided by using whey 
eream of low acidity or by pasteurizing the whey cream separately before 
it is mixed with the cream from whole milk (123). 

Although butter most generally is the product made from whey cream, 
the cream may be used in foods in which casein coagulates readily. Whey 
eream contains substantially no casein and will not produce a coagulum 
when added to cold, acid foods. The coagulum formed during heating is 
soft and easily dispersed. 

Concentrated Products 

To remove water from whey, two methods are in use, one employing 
vacuum evaporators and the other driers. Both require from 40,000 to 100,- 
000 Ib. of whey daily for profitable operation. However, if equipment 
already is available and if the whey cannot be discarded, it may be prac- 
ticable to concentrate as little as 10,000 lb. of whey daily. The engineer- 
" ing and operating aspects of concentrating equipment have been considered 
at length by Hunziker (46), Scott (104) and Farrall (32). 

Plain condensed whey. This is the simplest of the whey concentrates 
to manufacture (136). . Pasteurized whey is condensed in a vacuum pan 
to about 68 per cent solids (36.7° Baumé at 115° F.), dropped into cans, 
barrels or a tank, seeded with lactose or a concentrate from a previous run, 
and, if possible, cooled with agitation. A multiple-effect evaporator will 
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condense whey to 40 or 50 per cent solids; a single-effect pan can reduce it 
to 70 per cent solids. When whey is being condensed to 70 per cent solids, 
there is a possibility that the concentrated solution suddenly will crystallize 
in the pan and that the heating surfaces will become badly coated with 
whey solids (60). To avoid this difficulty, the pan should be clean and 
free of lactose crystals at the start of each run and the batch should be 
quickly finished and dropped from the pan (136). 

Excessive foaming of whey in the vacuum pan sometimes occurs. The 
addition of a small quantity of milk fat or other fat to the batch usually will 
reduce this foaming. Triggs (125) found that if the whey was adjusted to 
pH 5.5 to 6.0 before it was drawn into the vacuum pan, foaming could be 
practically eliminated. The acid preferred was phosphoric, and this was 
‘ neutralized with lime as soon as the concentratea whey was dropped from 
the pan. 

Sweetened condensed whey. This was developed to provide a simple and 
economical method for the preservation of whey solids for use in food manu- 
facture (92, 137). A quantity of sugar equal in weight to that of the 
solids in the batch of whey is added to the whey after it has been run 
through the separator and pasteurized. The mixture is condensed under 
vacuum to 76 per cent solids (38.4° Baumé at 122° F.). The concentrate 
is cooled to 95° F., seeded with lactose crystals or with a concentrate from 
a previous run, stirred for 1 hour and placed in barrels or cans. If a prod- 
uct containing a reduced content of lactose is desired, crystallized lactose 
may be removed centrifugally before the concentrate is stored. The storage 
requirements, as well as the manufacturing procedure, are similar to those 
for sweetened condensed milk. The whey product thickens more slowly and 
to a lesser extent than does the milk product. Fat-free sweetened con- 
densed whey may be whipped to a dense foam having 200 per cent overrun 
and a stability of several hours. 

Dried whey. When produced by the processes employed in drying milk, 
dried whey cakes on standing because the anhydrous lactose present 
gradually absorbs water and crystallizes as a hydrate (108, 310). Many 
patented processes have been devised principally for the purpose of in- 
ducing lactose crystallization prior to the complete drying of the whey. 
Some of these processes may be applied in either the roller or spray drying 
procedures. 

Processes for controlling the crystallization of lactose during the dry- — 
ing of whey may be divided into four groups: (a) Whey is concentrated 
to a solids content of 70 per cent or more, the lactose is allowed to crystallize, 
and then the mass is dried (11, 53, 60,111). (b) The whey is dried and 
then allowed to absorb water to force the crystallization of the lactose 
(20, 30, 87, 130). (ce) The whey is concentrated to the point at which it 
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contains approximately the quantity of water required for hydration of 
the lactose (6, 58, 59, 85, 88). No water is added and under carefully 
controlled conditions it is not necessary to remove water after the crystals 
have formed. In practice, however, often about 2 to 5 per cent of water 
must be removed after crystallization of lactose is complete. (d) A dried 
whey in which lactose is largely in the beta anhydride form is prepared by 
seeding a partially concentrated whey with beta lactose at a temperature 
above 200° F. and holding it at this temperature while it crystallizes and 
dries (20, 59). 

Three general drying methods are employed in the manufacture of dried 
whey: tunnel or shelf drying, drum or roller drying, and spray drying. 
Since many of the processes and their modifications employed in the drying 
of whey are patented, the status of the patents in this field should be in- 
vestigated before manufacturing operations are started. Bosworth (12) 
concentrated whey under vacuum and then dried it in air at 149° F. for 
food and pharmaceutical uses. 

The commercial method of concentration and tunnel drying of whey is 
based on the Simmons patent (111), which only recently has expired. 
Whey is condensed under vacuum to 70 per cent solids, dropped from the 
vacuum pan, seeded and held not more than 24 hours to allow the lactose 
to crystallize. The pasty mass then is dried in a tunnel drier and ground. 
The finished product is relatively non-hygroscopic and the whey protein 
is insoluble in water. In the Kraft modification of the Simmons process 
(53), the whey concentrate containing 70 per cent solids is dried in air by 
blowing it through a series of conduits and cyclone collectors. The lactose 
erystallizes during this drying operation. Lavett (60) concentrates whey 
of 40 per cent solids to 80 per cent on a double drum drier, drops this to 
cooling and seeding drums, and then to a hot-air drier. Bertram and 
Lemmerich (11) pass the concentrated whey through a mixing machine 
in which it is mixed with air and the lactose crystallized. The material 
then is dried and ground.. Peebles and Manning (89) claim that, by heat- 
coagulating the whey proteins prior to crystallizing the lactose in the concen- 
trate, the protein then will not interfere with crystal formation, and a stable, 
non-hygroscopie dried whey will be produced. 

Drum or roller drying of whey can be carried out by following conven- 
tional methods (3), but modifications generally are employed to retard the 

- formation of a sticky, hygroscopic glass on the drums. Lavett (57, 59, 60) 
uses two double-drum drying units placed one above the other. Whey is 
concentrated in a vacuum pan to 40 per cent solids and then reduced on 
the upper drums to 80 per cent solids. The mass is cooled and seeded on the 
lower drums and finally dried in a rotary drier. When a single pair of 
rolls is employed, adjustment of the titratable acidity of the whey to be- 
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tween 0.30 and 0.40 per cent before drying is helpful (61). In one modi- 
fication, the drying mass is stripped from the drums when it contains from 
8 to 15 per cent moisture, the lactose allowed to crystallize, and the drying 
finished by means of hot air (58). 

Drying aids may be added to the whey. Pectic acid is used in the 
drying of mixtures of whey and fruit juices (143). The dried whey can be 
scraped off the rollers easier if a finely divided dry material, such as dried 
whey, is sprinkled on the semi-dried film as the rolls revolve (6). Spellacy 
(115), Supplee (119), and Jack and Wasson (48) found that whey dried 
with less difficulty when it was mixed with a material which formed 4 sheet 
as it was scraped from the drums. Skim milk, buttermilk and organic, 
water-insoluble, non-gelatinized substances such as ground and sifted 
cereals were found to be suitable drying aids. Waite (128) found that 
cheese whey and hydrochloric acid-casein whey could be drum-dried if they 
were neutralized with calcium hydroxide, but acetic acid-casein whey 
could be dried without neutralization. 

Spray drying can be accomplished by the processes used for drying 
milk. However, the hygroscopic nature of spray-dried whey sometimes 
causes it to cake in the collection system of the drier and obstruct the 
passages. This tendency is lessened by inducing lactose crystallization 
during drying by an adaptation of one of the procedures previously 
described. 

The addition of pectic acid to whey (143) and heat-coagulation of the 
whey protein (89) have been recommended as preliminary treatments for 
whey that is to be spray-dried. 

Casein sometimes is removed from skim milk by treatment with one of 
several gums (2). The resulting whey is highly viscous; it may be treated 
with an enzyme that will act on the gum, thus reducing the viscosity of 
the whey and making it easier to handle in drying equipment (23). 

Dried whey often gradually becomes brown subsequent to drying. Doob 
et al. (28) found this objectionable change to be associated with a high 
content of osmotically held moisture, high titratable acidity and low 
lactose content. 

Lactose. Until recently, lactose was made in this country only from 
muriatic casein whey. However, the increased demands for lactose in the 
manufacture of penicillin during World War II, together with the simul- 
taneous decrease in the quantity of casein whey available, made it necessary 
to use cheese whey as a source of lactose. The difficulties in processing 
cheese whey for lactose manufacture had been overcome experimentally, 
and several procedures were available for commercial use. The methods 
employing casein whey and cheese whey are outlined here. 

Whey from casein precipitated by means of sulfuric acid is objectionable 
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because of the difficulty of removing slightly soluble metal sulfates that 
impart cloudiness to lactose solutions. Self-sour casein whey is not recom- 
mended because so much of: the lactose has been converted to lactic acid 
that yields will be low. The same is true to a less degree of cottage cheese 
whey. In general, the less the fermentation that has taken place in the whey 
the greater the yield of lactose that will be obtained. 

The whey protein is recovered in an insoluble condition in the process 
using casein whey and in those processes using cheese whey wherein the 
whey is clarified by boiling. This insoluble protein is suitable for feed. 
When a soluble protein suitable for use as food is desired, the whey should 
not be boiled; under these conditions the lactose obtained will contain a 
relatively high percentage of protein and ash, usually 1.5 per cent or more of 
each. Two stages of clarification and boiling are necessary to produce, 
with one erystallization, lactose containing less than 0.3 per cent protein 
and 0.3 per cent ash. The recovery of lactose usually is 3.5 to 4 lb. per 100 
lb. of whey. A second erystallization is necessary in order to produce USP 
lactose. For many purposes, however, lactose of crude or technical grade is 
satisfactory and is less costly to produce. 

Muriatice casein whey (78, 117) is heated to boiling in iron tanks with 
live steam, and lime is added during the heating until the acidity is about 
0.5 per cent or the pH value is 6.2. The coagulum is allowed to settle and 
the clear whey is evaporated in a double-effect evaporator to a concentration 
of 30 per cent lactose, or 20° Baumé. The hot sirup is filtered in a filter 
press and is followed by the sludge from the coagulating tank. The clear 
sirup then is evaporated in a single-effect evaporator to about 40° Baumé, 
some crystallization or ‘‘graining’’ taking place in the evaporating pan. 
The hot mass is dropped to crystallizing vats, where it is agitated slowly 
and cooled by water circulating in a jacket. The sugar is freed from 
mother liquor by spinning in a sugar centrifuge and then washed with cold 
water. A second crop of crystals can be obtained by concentrating the 
mother liquor. The wet crude lactose either should be refined or dried 
promptly to avoid spoilage. 

The simplest method of making lactose from cheese whey (9, 10, 138) is 
to concentrate it in a vacuum evaporator to 55-60 per cent solids content, 
cool the concentrate with occasional stirring in a vat, separate the lactose 
in a centrifuge, wash with cold water, and dry in a tunnel drier. The 
resulting crude sugar will contain approximately 5 per cent impurities 
(protein and ash) on a dry basis. The whey protein in the mother liquor 
will be sokuble. 

Better grades of lactose are obtained when the heat-coagulable fraction 
is removed from the whey before concentration. During evaporation of the 
clarified whey further precipitation of insoluble protein and salts occurs. 
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If the sirup is filtered when its concentration reaches 20° Baumé, or about 
30 per cent solids, there will be a further improvement in the finished prod- 
uct. The 20° Baumé sirup also may be decolorized with activated carbon 
and bone-black to produce a colorless lactose. The resulting technical grade 
sugar will contain more than 99 per cent lactose and only 0.3 per cent each 
of protein and ash on the dry basis. A lactose that will not foam in solution 
may be made by digesting the clarified whey with the enzyme trypsin before 
concentration. 

Several other methods that have not come into commercial use have been 
described in the literature (142). 

For refining (118), crude sugar is dissolved with the aid of steam in 
sufficient water to give a concentration of 20° Baumé. One pound of 
decolorizing paste and 0.25 lb. of a filter aid are added for each 100 lb. 
of sugar present. The solution is heated to boiling and hydrochloric acid 
is added to give a titratable acidity of 0.09 per cent, expressed as lactic acid. 
After standing overnight, the batch is heated nearly to boiling and milk 
of lime added to reduce the acidity to 0.05 per cent, or a pH value of 5.4 to 
5.8. The solution then is boiled vigorously for a few minutes and allowed 
to stand until the insoluble matter has settled. It then is filtered through 
cloth in a press and again through rag paper supported between perforated 
copper dises. The acidity of the filtrate is increased slightly by addition 
of hydrochloric acid, the solution is concentrated to 40° Baumé, and the 
sugar is crystallized, centrifuged, washed and dried. The product should 
satisfy the specifications for USP lactose. 

Drying lactose solutions by the spray-drying process (8) produces a 
mixture of the two forms in approximately the equilibrium ratio of 1.65 
parts beta to 1.00 part alpha. The product dissolves much more rapidly 
than alpha lactose but is hygroscopic and has poor wetting properties. 
The product made by drying lactose solutions on a drum drier will contain 
as much as 90 per cent of the sugar in the beta form under the most favorable 
drying conditions. Such a product is less hygroscopic than the spray- 
dried product, has good wetting properties, and is slightly more soluble 
initially than pure beta lactose. 

In the process of Supplee and Flanigan (120), a solution of lactose is 
dried in a thin film at a temperature above the boiling point of water, the 
film is removed from the source of heat while it contains at least 2 per cent 
of water, and the heat remaining in the paste completes the drying. The 
product contains a high proportion of beta lactose. 

In Sharp’s process (106, 107), alpha lactose is added to a saturated 
lactose solution maintained above the critical temperature of 200.4° F. 
The a/pha lactose dissolves and reappears as crystalline beta lactose, which 
is separated by filtration in a heated centrifuge. 
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In the Sharp and Hand process (109), dry alpha lactose is heated in a 
closed container at 248 to 266° F. Under these conditions, alpha lactose 
loses water of crystallization and changes to the beta form. When the con- 
version has reached completion, or a desired stage short of completion, the 
water vapor in the container is allowed to escape. 

Whey protein. This easily can be recovered as a denatured protein from 
either concentrated or unconcentrated whey by heat coagulation, but the 
soluble product is difficult to isolate. Soluble whey protein generally is 
prepared from a whey concentrate from which the crystallized lactose has 
been removed. The remaining liquor contains the whey protein, some 
lactose, and the solubie whey salts, which are difficult to separate from the 
protein without causing denaturation. Patents were obtained by Dunham 
in 1902 (29) for precipitating whey albumin from concentrated whey by 
means of acid, by Weimar in 1921 (139) for preparing a soluble whey 
protein concentrate from which lactose was partly separated by crystalliza- 
tion and salts by dialysis; and by Meyer in 1931 (71) for removing salts by 
chemical means. 

Bell and Peter (9) and Bell e¢ al. (10) improved the Weimar process. 
Cheese whey is neutralized with sodium hydroxide to pH 7.3, condensed 
to 62 per cent solids, cooled, and centrifuged to separate the lactose. The 
mother liquor, which contains soluble whey protein, milk salts and residual 
lactose, is suitable for use in food preparations. Watson (131) was able 
to remove most of the salts from the mother liquor of the Bell, Peter and 
Johnson process by electrodialysis. Perhaps this can be accomplished more 
readily by application of the more recently developed ion-exchange pro- 
cedures, first advocated by Lyman (68). 

Leviton (62) and Leviton and Leighton (67) extract soluble protein 
from whey by means of alcohol. Dried whey containing non-crystalline 
lactose rapidly is mixed with ethanol, and the protein, being insoluble in 
the alcohol, promptly is separated by filtration and dried. The dried prod- 
uct is soluble in water. Lactose crystallizes from the mother liquor and 
is recovered by filtration; the alcohol is recovered by distillation, leaving 
a residue relatively rich in riboflavin. Similarly, Leviton (66) has extracted 
protein from dried skim milk by means of methanol. The protein complex 
is redispersed in water and the casein is precipitated by acid or rennet, 
leaving soluble whey protein in solution. 

Another method for the separation of water-soluble protein from whey 
was devised by Gordon (38). The protein is precipitated at- pH 3 by 
addition of a soluble metaphosphate, separated by filtration, and washed and 
treated with excess calcium hydroxide at pH 9 to precipitate calcium phos- 
phate. The mixure then is adjusted to pH 7 and centrifuged. The filtrate 
contains the whey protein and is evaporated under vacuum to yield the 
protein in a dry undenatured state. 
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Water-insoluble whey protein may be separated from whey by heat 
coagulation. Investigators have determined quantitatively the effect of 
reaction and temperature on the heat coagulation of protein in cheese whey 
(47, 76, 80). In general, 50 to 60 per cent of the nitrogen in whey is 
recovered as coagulated protein when the whey at a reaction between pH 
4.5 and 5.0 is boiled. Several practical processes have been developed (15, 
34, 130). According to Burkey and Walter (16), sweet whey (pH 6.3) is 
heated to 200° F. and acidified to pH 5.0 with any suitable acid or with sour 
whey. The sour whey used should contain 2 per cent lactic acid and is 
added in an amount equal to 10 per cent of the whey being treated. During 
acidification the whey is stirred ; then it is held hot and without stirring for 
about 15 minutes. .The clear liquid may be siphoned or drained off, or the 
flocculated protein dipped into cheese cloths and drained and washed. Curd 
that has been drained and washed contains more than 74 per cent moisture 
and may be preserved by drying or freezing. The clarified whey remaining 
after removal of the protein may be used for lactose manufacture or for 
animal feed. 

_ Centrifugal separation and washing of heat-coagulated whey protein 
have been accomplished by means of specially built, high-speed centrifuges. 
The composition of the protein suspension produced may vary widely. One 
procedure produces a concentrate containing about 2 per cent whey protein 
and very small quantities of lactose and salts. Some of these suspensions 
resemble skim milk in appearance and can be used in food manufacture 
either directly or after concentration by vacuum evaporation or by drying. 


Fermentation Products 


The substances that can be produced by the fermentation of the lactose 
of whey can be produced by fermentation of cane, beet or corn sugar. 
Whether it is practical to utilize whey in making fermentation products 
depends in generai on whether a suitable organism is available to convert 
lactose into the desired product and whether whey is a less costly source 
of fermentable sugar than is molasses or corn sugar. 

Of the many substances that can be produced by fermentation of lactose, 
the only ones being produced in this country are lactic acid, ethyl alcohol 
and riboflavin. Lactose is used in penicillin production because its slow 
rate of acid production under the required conditions favors increased for- 
mation of penicillin, but it is not essential to the fermentation. Since 
lactose, rather than whey, is used in this fermentation, the process is not 
described here. 

Lactic acid. It is produced commercially from whey by means of a 
mixed culture of a lactobacillus and a mycoderm, American Type Culture 
Collection no. 9223 (17, 49, 140, 142). The efficiency of conversion is 
greater than 90 per cent; the acid is the inactive mixture of the dextro and 
levo forms, and no objectionable by-products are formed. 
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A starter culture is built up by successive inoculations and incubations 
of batches of whey of increasing size. Five hundred gallons of starter are 
added to 5,000 gallons of raw whey maintained at 43° C. (110° F.). Every 
6 hours, or whenever the reaction approaches pH 5.0, a slurry of slaked 
lime is added in quantity sufficient to bring the reaction to pH 6.0 but not 
higher. When chemical tests show that practically all the sugar has been 
fermented, or when the quantity of lime consumed indicates that the con- 
version is complete, the whey is neutralized to pH 6.5 to 7.5 with lime slurry 
and heated to the boiling point. After 10 minutes at the boiling point, the 
eoagulum is allowed to settle, the clear liquid is run to a filter press and 
is followed by the sludge. The hot filtrate is treated with a small percentage 
of decolorizing carbon, stirred, and brought to a pH value of 10.0 by 
addition of lime slurry. As soon as a test on a sample shows that sedimerita- 
tion will be rapid, the precipitate is allowed to settle and the batch again is 
filtered. The filtrate is neutralized with lactic acid and concentrated in 
a vacuum pan at 15° Baumé. The concentrate is run to jacketed crystal- 
lizers, and, by circulating cold water in the jacket, it is cooled to 10-15° C. 
(50-60° F.). After 12 hours, the crystalline mass is spun in a basket cen- 
trifuge until no more filtrate is obtained and the crystals are washed lightly 
with cold water. The mother liquor and washings are concentrated to 13.5° 
Baumé to obtain a second crop of erystals. The calcium lactate obtained 
may be recrystallized to produce USP calcium lactate or it may be treated 
with sulfuric acid to convert it to lactic acid either before or after crystal- 
lization. 

Lactic acid comes on the market principally as 22 and 44 per cent crude, 
50 per cent edible, and 65 per cent USP acid. 

Ethyl alcohol. The production of ethyl alcohol from the lactose of whey 
(50, 77, 97) requires a lactose-fermenting yeast. Torula cremoris, American 
Type Culture Collection no. 2512, is the most efficient yeast found for the 
purpose; it produces 84 to 90 per cent of the theoretical yield. 

The whey is heated to boiling, acidified to pH 5.0 with sour whey or 
acid, and the precipitated protein removed by filtering. After the filtrate 
has cooled to 33-34° C. (93° F.), 1 Ib. of the yeast is added for each 120 
gallons of whey, and the fermentation continued at constant temperature 
until it is complete, usually for about 50 hours. The yeast is removed and 
the alcohol recovered by distillation. The protein, spent yeast and residues 
from the still are suitable for feed. The alcohol is of sufficiently good 
quality to be used for the production of spirit vinegar, as described later. 

Riboflavin. Dried whey is fed to chickens not alone for its protein 
and lactose contents but also for its riboflavin content. During World War 
II when drying equipment was being used extensively in drying whole and 
, Skim milk, the difficulty of producing enough dried whey to satisfy the 
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needs for riboflavin in feeds was overcome by increasing the riboflavin 
content of whey before drying by means of a fermentation process (4, 65, 
69, 73, 96, 144). 

The reaction of raw whey is adjusted to between pH 6.0 and 7.0, and 
its iron content adjusted to between 1 and 2 parts per million. Five pounds 
of corn meal and 2 lb. of calcium carbonate are added for each 1,000 Ib. 
of whey and the mixture sterilized by heating under pressure at 250° F. 
for 15 to 20 minutes. After the whey has been cooled to 100° F., 50 lb. 
of an active starter of Clostridium acetobutylicum (American Type Culture 
Collection no. 824 or other suitable strain) is added for each 1,000 lb. 
of whey and fermentation allowed to continue at 86 to 98° F. for 48 hours, 
or until riboflavin concentration no longer increases. A yield of at least 
30 y of riboflavin per g. of whey can be expected. About 30 per cent of 
the lactose of the whey is converted during the fermentation to alcohols and 
acetone. Of these compounds, two-thirds is butyl alcohol, which is of 
sufficient value to warrant recovery by distillation. It usually is not feas- 
ible to recover the small quantities of ethyl aleohol and acetone present. 


UTILIZATION OF PRIMARY PRODUCTS 
Feed Uses 


Fluid, concentrated and dried whey. The use of whey in feeding 
animals has been mention d briefly at the beginning of this review. 
It should be emphasized that condensed and dried whey are the forms most 
practical to use in feeding pigs and chickens (105, 126), especially those 
that are being raised on farms distant from cheese factories. Dried whey 
is considered especially useful in feeding chickens because of the effects of 
lactose in preventing coccidiosis and the effects of riboflavin on growth of 
chicks, hatchability of eggs, and prevention of curled toe paralysis. The 
riboflavin content of whey that is to be dried for chicken feed can be 
increased advantageously prior to drying by the fermentation procedure 
outlined in the preceding section. 

The concentrated and dried forms of whey usually are fed in mixtures 
with other feed materials, or the mixing may be done prior to concentration 
(75, 83). Sweet or soured whey, preferably somewhat concentrated, is 
recommended as an addition in the making of silage, especially grass silage 
to which it furnishes nutrients and lactic acid as a preservative (1, 45, 116). 


Food Uses 


An early record of the benefits to health to be gained through 
the consumption of whey as a food is found in Hoffmann’s ‘‘ Treatise 
on the Virtues and Uses of Whey’’, published in 1761 (44). But, although 
whey long has been offered as a cure for many illnesses, it is only recently 
that serious efforts. have been made to incorporate it in foods. 
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The use of whey products in food manufacture affords a much more 
efficient means for utilization of whey from the standpoint of human nutri- 
tion than does feeding to animals followed by consuming the animals as food. 
The food value of the solids of whey is high and under favorable conditions 
these solids can effectively transfer milk flavor to foods. It is highly 
advantageous that whey protein will not coagulate at low temperatures in 
the presence of fruit acids and that it forms a soft, easily dispersible curd 
during the heat treatments used in cooking and canning (132). 

Foams and emulsifiers. The foaming properties of whey protein have 
been studied and compared with those of egg albumin by Peter and Bell (90). 
They found that the stability of foams made from concentrated whey from 
which part of the lactose has been removed may be increased by neutraliza- 
tion or by the addition of small quantities of tannic acid, saponin, or 
bisulfites. Beeching and Severn (7) report the preparation of a heat- 
coagulable foaming agent by the neutralization and filtration of the mother 
liquor from lactose manufacture. Whey protein foams may be used in 
many food preparations. However, whey protein cannot be used in place of 
egg white in certain cakes and custards in which air must be incorporated 
by whipping and a firm structure set up by heat coagulation. A whey 
protein whip will not support other ingredients when coagulated by heat. 

Sweetened condensed whey can be whipped in 4 minutes to a foam 
having 200 per cent overrun and a stability of 15 hours (92). This whip, 
which resembles marshmallow in appearance, is useful for toppings, icings, 
fruit whips and similar products. 

A foaming material for use in non-alcoholic beverages has been prepared 
by dissolving whey protein in sufficient sodium hydroxide so that the solution 
has a pH value of 7.0, and then adding an edible acid, such as citric, to 
bring the reaction to pH 4.0-5.0 (33). 

A mixture of 10 lb. of lipoid-free dried whey and 80 lb. of whole egg 
was found by Clickner (21) to have as good emulsifying properties as pure 
egg yolk and to be suitable for use in mayonnaise. 

Whey drinks. These are made by adding highly flavored fruit or 
vegetable juices to whey. Whey adds to the nutritive value of a beverage, 
but it generally does not improve its flavor. A tomato-whey drink is made 
by mixing 65 per cent tomato juice, 0.4 per cent salt, and 34.6 per cent whey, - 
including enough whey cream to give 2 per cent fat in the finished beverage 
(133). The reaction should be pH 4.4. The mixture is heated to 140° F., 
homogenized at 2,500 Ib. pressure, canned, and sterilized by heating at 200° 
F. for 25 minutes. Other vegetable juices or fruit juices may be sub- 
stituted for tomato juice. These beverages, when freshly mixed and 
promptly used, have flavor, color, and body superior to those of the canned 
and sterilized product. 
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A buttermilk type of beverage may be made by segregating the whey 
protein in a part of the whey (113). The whey from which the fat has been 
‘ separated is boiled to coagulate the whey protein, the clear portion (five- 
sixths of the total) drawn off and discarded, and the remainder homogenized 
to redisperse the protein. The product contains about 4.1 per cent whey 
protein, 4.8 per cent lactose, and 0.5 per cent each of ash and fat. It should 
be possible to prepare a product of approximately this composition by means 
of high-speed centrifugal separation of boiled cheese whey, as discussed in 
the section on whey protein. 

Soups. For immediate consumption soups can be prepared by using 
fresh whey in place of water. Soups that are to be canned and sterilized 
are made more easily with whey than with milk solids. A tomato soup 
containing whey solids retains the natural tomato acidity and does not 
contain clots or lumps of protein after heating. A formula for cream style 
tomato soup follows (132) : 

Whey solids, 4 per cent; milk fat, 4 per cent; flour or starch 
binder, 2.8 per cent; salt, 1 per cent; sugar, 1 per cent; fresh 
tomato juice, 70 per cent; added water, 17.2 per cent. Warm 
the mixture to 110° F., homogenize it at 2,500 lb., heat to 
176° F., can, and sterilize by heating at 240° F. for 60 minutes 
without agitation. 

Cheese and cheese foods. These may be divided into three classes: 
(a) whey cheese, (b) whey protein cheese, and (c) process cheese foods. 

Whey cheese, known as mysost or primost, has been made for centuries in 
northern Europe, but the quantity produced in the United States is small. 
It is made by boiling the whey, generally in an open iron pan 8 to 10 feet 
in diameter. When it has‘the consistency of mortar, the hot, pasty mass is 
placed in tubs in which it is cooled and stirred in order to cause the lactose 
to form small erystals (27, 102, 122). Primost is packed into greased, 
wooden, cubical molds to cool and harden. 

Albumin cheese was described in 1895 by Babcock (5). Ricotta or 
Ziger is produced from protein that has been removed from whey by one 
of the methods described earlier. Sammis (101) states that 5 to 10 per cent 
of skim or whole milk may be added to the whey before it is heated. The 
curd is placed in metal hoops, allowed to settle overnight, bandaged and 
pressed. The clieese may be salted and sold in fresh condition or dried at 
110° F. 

Whey protein curd recently has been converted into a Roquefort-type 
cheese (94). Four pounds of curd are recovered from 100 lb. of separated 
whey and, when pressed, the curd contains about 77 per cent moisture, 16.5 
per cent protein, and 2.5 per cent fat. It is probable that whey protein 
curd can be converted into soft cheeses of other types or into a suitable 
base for cheese spreads. Brose 
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Process cheese foods provide one of the largest uses for whey solids. 
The whey is added to the emulsified cheese mixture in the form of plain 
condensed or dried whey. Such mixtures contain at least 51 per cent 
cheese, less than 3 per cent emulsifying salts, organic acids to adjust the 
reaction to not less than pH 4.5, and a seasoning agent (24). A process 
cheese food may be made by mixing 93.5 per cent natural cheese, 5 per cent 
condensed whey containing 65 per cent solids, and 1.5 per cent emulsifying 
salts, heating with stirring at 165° F., and packaging hot (114). 

Bakery products. Products containing whey solids are superior to 
those containing no milk products, but the products containing whey solids 
usually are considered inferior to those containing whole or skim milk 
concentrates. However, Davies (26) has stated that in England ‘‘. . . the 
use of dried whey in bread-making has proved time and again that the 
size of loaf, texture, taste, and general appeal of the bread are quite equal 
to that of milk bread.’’ Any inferiority for this use of whey in comparison 
with milk is due principally to the relatively high salt and low protein of 
the whey solids, though the condition of the protein evidently is a factor. 
Concentrated whey products sometimes impart a salty, acid, or even a bitter 
taste to bread or cake. There is current interest in new types of whey 
concentrates developed especially for use in bakery products. 

Since Greenbank et al. (39) showed that high heat treatment of milk 
contributed to improvement of bread containing it, whey protein has been 
suspected of playing an important role in bakery products containing milk. 
Studies on nitrogen distribution have shown that more than 90 per cent of 
the whey protein is coagulated when milk is heated above 200° F. for a few 
minutes (42, 70, 98, 99). This relationship between heat treatment and 
denaturation of the whey protein has prompted the suggestion that the 
determination of soluble or undenatured whey protein might be used as 
a test for the baking quality of dried skim milk (37,41). In any case, heat 
treatment of whey destined for use in baked products appears highly 
desirable. 

Processes have been patented for conditioning whey protein (86) and 
for separating it (54) for use in bread. A dry, comminuted, siftable, water- 
dispersible shortening composed of particles of fat coated- with whey solids 
has been produced for use in prepared dry mixes and for other bakery 
purposes (19, 52). 

Funder (36), in an extensive study, compared the volumes of water, 
whey and skim milk breads. For each 100 kg. of flour, he found volume 
increases over water bread of 6.2 kg. for fluid whey, 13.3 kg. for whey 
concentrated in the ratio of 2 to 1, and 9.5 kg. for plain skim milk. 
Several other workers have investigated the use of whey in bread (43, 56, 
91, 121). 
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Whey may be used in a standard bread formula by adding either 3 to 4 
lb. of whey solids (as fluid, plain condensed, or dried whey) or 7 to 10 lb. 
of sweetened condensed whey per 100 lb. of flour. The sugar and water 
in the formula should be adjusted to compensate for the addition of these 
ingredients in the whey. 

Whey helps in producing a cake-like texture in sweet goods, and it may 
be added to conventional formulas for cakes and cookies (82, 136). A 
canned pudding has been developed in which as much as 22 per cent of the 
solids are whey solids (13). 

Candies. Such types of candies as fudge, caramel and taffy can be made 
with a whey solids content of 14 to 40 per cent (55, 134, 1385). Plain con- 
densed, sweetened condensed, or dried whey may be used as a source of whey 
solids. Sweet rennet-type whey is preferred to neutralized acid whey be- 
cause of its superior flavor. Whey is especially useful in fudge; the lactose 
on crystallizing contributes to the desired grainy texture. Whey caramels 
should be fortified with casein-containing milk solids in order to produce 
the characteristic chewy body. Whipped sweetened condensed whey may 
be used to incorporate air in special types of candy. A formula for 
whey fudge follows (134) : 


Sweetened condensed whey, 43 per cent; sugar, 11 per cent; 
corn sirup, 9 per cent; invert sirup, 3 per cent; butterfat, 2.5 
per cent ; chocolate, 6 per cent ; fondant, 20 per cent ; powdered 
lactose, 0.1 per cent; nuts (optional), 5.4 per cent; vanilla to 
flavor. Cook (with stirring) the condensed whey, sugar, 
invert sirup, and half the corn sirup. The butterfat is added 
as cream or butter after the sirup has been partly boiled down. 
Cook to 248° F. Cool 25 or 30° or transfer to smaller pouring 
kettles, add the remaining corn sirup, the fondant and choco- 
late, and stir well for several minutes. Add the powdered 
lactose, flavoring and nuts. Stir. Pour into wooden forms. 


Spirit vinegar. It may be made from the alcohol produced by fermenta- 
tion of whey by the procedure described earlier. A simple distillation of 
the fermented whey will yield a dilute alcohol suitable for conversion to 
vinegar. The dilute alcohol is allowed to trickle over beech shavings or 
birch twigs impregnated with the acetic-acid-producing organism. A cur- 
rent of air passing upward through the vinegar converter accelerates the 
fermentation. | 

Food acidulant. Colorless 50 per cent lactic acid is used as a food 
acidulant in sherbets and bottled beverages and as a preservative and firming 
agent for pickles. The production of edible lactic acid from crude acid 
is a highly technical chemical process (17). 

Whey butter. This is made from whey cream in accordance with usual 
buttermaking procedures. The low ash and the absence of casein make 
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possible rapid churning. Hence, a butter of good body and texture can be 
produced by churning at a lower temperature than customarily is employed 
in churning cream from whole milk. The churning time of cream from 
whole milk can be shortened somewhat by adding whey cream. 


Pharmaceutical Uses 


Whey furnishes raw material for the preparation of several important 
pharmaceuticals, such as protein hydrolyzates and penicillin. Certain other 
products derived wholly or in part from whey and sold over the pharma- 
ceutical counter in drug stores might properly be classed as foods, such 
as lactose and infant foods. The use of lactose as a basis for pills definitely 
is a pharmaceutical use. 

Lactose. This often is added to infant foods based on cows’ milk for 
the purpose of making the composition of the food more nearly like that of 
human milk. High grade technical or USP lactose is added to modified 
cows’ milk in sufficient quantity so that it has a concentration of carbo- 
hydrate that may be as great as 52 per cent of the solids of the milk. 
Such infant foods generally are either dried or canned and sterilized. 
Lactose also is sold for use in feeding formulas prescribed for prepa- 
ration in the home. Because the common or alpha lactose is only slowly 
soluble, it has been found more convenient to use the more rapidly soluble 
beta form of this sugar. The resulting solution is the equilibrium mixture 
of the two forms, whether alpha or beta lactose is used in making the 
solution. 

Riboflavin concentrates. Riboflavin and other materials can be purified 
and concentrated by adsorption on lactose (63, 64, 84). By suitable choice 
of degree of super-saturation of the lactose, concentration of riboflavin, and 
working temperatures, adsorbates containing approximately 300 y of ribo- 
flavin per g. of lactose can be produced. It is possible to obtain even 
greater concentrations if excessive time is allowed for the crystallization 
of the sugar. The mother liquor of lactose manufacture may be used for 
the preparation of riboflavin adsorbate. After the removal of crude 
lactose that has crystallized at 140° F., the filtrate is cooled to between 
40 and 50° F. and seeded with lactose crystals. A second crop of lactose 
erystallizes slowly over a period of 24 hours and contains about 100 y of 
riboflavin per g. of sugar. By recrystallization of this crude adsorbate, 
the concentration of riboflavin can be increased to about 300 y per g. of- 
lactose. 
Penicillin. Since 1948, several million Ib. of lactose have been used each 
year as a component of the nutrient mixture in which penicillin is produced. 
Lactose acts to ensure higher yields than are obtained when it is not 
used, but it is not essential in the process. The possibilities of substitution 
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of other carbohydrates for lactose, of synthetic production of penicillin, 
and of the discovery of other antibiotics that will supersede penicillin 
make it seem unlikely that lactose long will be used for this purpose. 

Hydrolyzed lactose. Lactose hydrolysis, which produces a mixture of 
glucose and galactose, offers the possibility of preparing a sweeter, more 
soluble form of carbohydrate from lactose for food use. Impure lactose, 
or the lactose in whey, when hydrolyzed by acid, yields a product which 
has a disagreeable taste and is contaminated with whey salts, humin and 
other products of protein hydrolysis. 

Ramsdell and Webb (93) in hydrolyzing pure lactose found that there 
was a gradual destruction of glucose as it was formed. They found the 
optimal procedure to be as follows: 


Heat 2,100 g. of pure lactose, 49 g. of N hydrochloric acid and 
4,851 g. of water to 297° F. in a pressure kettle. Allow 60 
minutes to reach 297° and hold 5 minutes. Add carbon black, 
filter, concentrate to 60 per cent solids, and adjust the reaction 
to pH 5.0. 


Glucose and galactose to the amount of 93 per cent of the theoretical 
are obtained. The solubility of a mixture of equal parts of both is 42 
_per cent. The maximal concentration of a mixture of the two hexoses 

soluble at 77° F. is 58.3 per cent and consists of 49.8 per cent glucose 
and 8.5 per cent galactose. A process for making hydrolyzed lactose 
caramel has been described (79). 

Enzymic hydrolysis of lactose in whey and other dairy products would 
be the simplest method of reducing the concentration of lactose and 
increasing the sweetness of the product. The use of an enzyme obtained 
from kefir grains to treat milk products to be used in ice cream has been 
suggested by Turnbow (127). However, no adequate source of a lactase 
has been available. Browne and Webb (14) investigated a number of 
possible sources, but were unable to obtain uniformly active lactase prepa- 
rations suitable for commercial use. Current work in several laboratories, 
however, seeins likely to result in the preparation of an enzyme of adequate 
strength in commercial quantities. 

Hydrolyzed protein. Protein hydrolyzates usually are prepared by 
pharmaceutical companies, although several of the large dairy organizations 
have manufactured the hydrolyzate from whey protein. The flavor of the 
hydrolyzate derived from whey protein is said to be less objectionable than 
that derived from casein. Protein may be hydrolyzed by acid, by alkali or 
by enzymes. The reaction is complete when all the peptide linkages are 
broken. The rate of hydrolysis is that of a second-order reaction. 

Sahyun (100) has reviewed the factors concerned with protein hydrolysis. 
Acid hydrolysis may be conducted with any of several acids, although 
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sulfuric generally is preferred. Tryptophane is destroyed during acid 
hydrolysis. The following directions for hydrolysis of protein by acid 
and by enzyme were given by Sahyun (100): 


Two kilograms of protein is mixed with 14 1. of 5 N (25 per 
cent) sulfuric acid, the mixture autoclaved at 248° F. for 16 
hours, limed to pH 10, filtered, and the residual calcium and 
sulfate ions removed. The amino acid preparation then is con- 
centrated, and sterilized or dried. 


There are numerous proteolytic enzymes capable of hydrolyzing pro- 
teins. Some of the amino acids are liberated sooner than others, but 
the degradation follows the general pattern: Protein — proteoses > pep- 
tones — peptides —> amino acids. . 


To hydrolyze 100 g. of protein, it is mixed with 700 ce. of 
water, 10 ce. chloroform, 0.5 g. pancreas extract (trypsin), 
and sufficient 5 N (20 per cent) sodium hydroxide to produce a 
reaction of pH 8. The mixture is incubated under controlled 
conditions for 8 to 12 days, heated, filtered, concentrated and 
dried. (100) 


When proteins are hydrolyzed by alkali, no humin is formed, as is 
the case in acid hydrolysis. However, the amino acids, with the exception 
of glycine, are racemized, which is objectionable, since not all of the 
racemic amino acids are utilized in animal metabolism. 

Therapeutic products. Products consisting chiefly of the protein and 
mineral constituents of whey have been prepared by patented processes. 
One method is to precipitate the protein-mineral complex with alkali, 
separate it, wash or reprecipitate it to free it from any objectionable protein 
decomposition products, and finally dry it (95, 129). Another method is 
to precipitate electrolytically, filter, and wash and dry the precipitate. 
A product thus is obtained containing approximately 18 per cent calcium, 
6 per cent phosphorus and 20 per cent protein (22). Another therapeutic 
product consists of whey, an edestin-calcium solution derived from hemp- 
seed, and magnesium sulfate (112). 


Chemical Uses 

Lactic acid. This is used industrially in leather manufacture (142). 
The highly colored, crude grades, marketed in 22 or 44 per cent concen- 
tration, are used in diluted condition to neutralize the lime in limed hides. 
The requirements for this purpose of a weak acid forming a soluble calcium 
salt are satisfied by lactic acid. Sodium lactate solutions resemble glycerol 
in consistency and are used as substitutes for it in textile printing and 
in paper-making. Ethyl, butyl and other lactate esters have use as 
solvents and plasticizers. Lactic esters can be used as starting materials 
for the production of the industrially important acrylates. 
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Butyl alcohol. This is a by-product of the fermentation producing 
riboflavin, and its esters are useful as solvents. 
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ABSTRACTS OF LITERATURE 


BOOK REVIEWS 


47. Fatty acids. Their chemistry and physical properties. Kuare §. 
MarRKLEY. 668 pp. Interscience Publishers, Inc., New York, 
N.Y. 1947. 

This volume is divided into six sections as follows: A. The Nature and 
History of Fats and Waxes; B. Classification and Structure of the Fatty 
Acids; C. Physical Properties of the Fatty Acids; D. Chemical Re- 
actions of the Fatty Acids; E. Synthesis of Fatty Acids; and F. Isolation 
and Identification of Fatty Acids. The material is covered in 23 chapters. 
The treatment -is exhaustive and systematic. Numerous references to the 
original publications are given, and the author index permits ready 
reference to the publications of any one worker or group of workers. A 
20-page subject index greatly improves the value of the book as a reference 
volume. Numerous figures, tables and chemical formulas are employed 
to advantage. In the opinion of the reviewer, this volume is a valuable 
addition to the reference literature. F.E.N. 


48. Annual review of biochemistry. Vol. 16. J. Murray Luck, Editor. 
740 pp. $6.00. Annual Reviews, Inc., Stanford University P.O., 

Calif. 1947. 
This volume continues the standard of excellency set by the preceding 
publications in the series. Among the 25 chapters, those of particular 
interest to people in the dairy industry probably are the following: Bio- 


logical Oxidation and Reduction; Proteolytic Enzymes; The Chemistry 


of the Carbohydrates; The Chemistry and Metabolism of the Lipids; 
Phosphorus Compounds; Carbohydrate Metabolism; The Metabolism of 
Proteins and Amino Acids; Antioxidants; Choline; The Chemistry of the 


. Proteins and Amino Acids; Mineral Metabolism; The Chemistry of the 


Hormones; Fat-soluble Vitamins; Water-soluble Vitamins; The Use of 
Pteroylglutamic Acid (Liver L. casei Factor, Folie Acid) in Clinical 
Studies; Nutrition; Carotenoid and Indolic Biochromes of Animals; 
Bacterial Metabolism ; The Use of Isotopes in Biochemical Research : Funda- 
mental Aspects; and The Chemistry of the Steroids. The volume serves 


‘admirably as a reference book which may be used easily because of the 


orderly arrangement of the material presented. F.E.N. 


CHEESE 


49. Sweet curd cottage cheese. N.C. ANGEvINE, Angevine Dairy Labora- 
tory, Springfield, Mo. Milk Dealer, 37, 1: 46, 132-138. Oct., 
1947. 


Following a brief history of cottage cheese, sweet curd cottage cheese 


Al7 
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is defined as a cottage cheese of lower acidity which involves a definite 
method of manufacture with an actual control of acidity. It must be cut 


into cubes of equal size. It must be made by the use of a small amount — 


of rennet or, better still, with good commercial cheese coagulator. 
The proper amount of coagulator is necessary to set up the curd firmly 
enough that it may be cut in cubes that will hold their shape at a whey 
acidity of 0.50 to 0.53%. Use of the short method whereby the cheese- 
maker controls his cheesemaking throughout is necessary. The author 
then discusses the advantages of the short method, the equipment needed 
and the short method procedure in detail. C.J.B. 


CHEMISTRY 


50. Determination of high molecular weight quaternary ammonium 
compounds as the triiodides. O. B. Hacer, E. M. Younes, T. L. 
FLANAGAN, AND H. B. WALKER. Rohm & Haas Co., Philadelphia, 
Pa. Ind. Eng. Chem., Anal. Ed., 19, 11: 885-888. Nov., 1947. 


Two qualitative and three quantitative methods of analytical value are 
described which are based on the insolubility of the triiodides of many 
high molecular weight quaternary ammonium compounds in water. These 
triiodides are precipitated rapidly from aqueous solution, redissolved in 
dilute aleohol and determined colorimetrically or by titration with sodium 
thiosulfate or by potentiometric titration with a solution of iodine. One 
quantitative method is simple enough for the field use of health inspectors 
testing sanitizing rinse solutions; another is a versatile laboratory poten- 
tiometric method. B.H.W. 
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51. Plastic cream—its production and uses. R. J. Speirs, Abbotts 
Dairies, Philadelphia, Pa. Natl. Butter Cheese J., 38, 12: 48. 


Dec., 1947. 


Plastic cream, first developed about 1920, now is well established in 
commerce. It is used largely in ice cream and cream cheese but can be 
homogenized to make table cream. The baking industry accepts it re- 
luctantly because of its bland flavor. It must be made from raw material 
of high quality and must be free of iron or copper contamination. The 
cream is heated to a minimum of 170° F. for 15 min, after the first separa- 
tion and is held at 145° F. during the second separation. The proper con- 
tainer is a cylindrical cardboard type like a 5-gal. ice cream can. As soon 
as it is packaged, the cream is frozen in an air blast at -10 to -20° F., 
held at 0 to -10° F., and is shipped in refrigerated, brine-tank freight cars. 
A careful manufacturing process makes cream with from 79.5 to 80.5% fat. 
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DISEASES 


Standard plate counts show very few bacteria in the finished product, al- 
though work should be done on psychrophilic types. Plastic cream must 
be carefully made and properly used to maintain the trade advantage it has 
earned in recent years. W.V.P. 


52. Cream separator. C. M. Wickstrum. U. 8. Patent 2,431,596, Nov. 
25, 1947 (6 claims). Official Gaz. U. S. Pat. Office, 604, 4: 704. 
1947. 


A conventional type glass milk bottle, containing milk which has been 
allowed to cream, is capped with an airtight cover, carrying 2 tubes. To 
the outer end of one is attached a rubber bulb for forcing air into the 
capped bottle just below the cap. The cream is forced out of the bottle 
through the second tube, the inner end of which is positioned just above 
the cream line and the outer end of which is bent downward to facilitate 
collection of the cream. R.W. 


DISEASES 


53. Brucellosis as an occupational disease. T. B. Rice. J. Am. Vet. 
Med. Assoc., 111, 849: 470-472. Dec., 1947. 

A very high percentage of all veterinarians engaged in large animal 
practice already have, or have had, brucellosis. The disease easily is con- 
tracted by direct contact with infected animals or raw products from in- 
fected animals. The type of organism causing abortion in goats and swine 
gives a more severe reaction in humans than does the cattle strain. All 
possible precautions should be exercised to prevent the spread of the 
disease. Veterinarians, technicians and laboratory workers should wear 
rubber gloves in all contact work with unknown specimens. All foods and 
milk that are from possibly contaminated animals or. areas should be 
pasteurized or heated before consumption. The germs easily are killed by 
heat and almost any sort of cooking is sufficient to insure complete safety 
to consumers. Brucellosis is extremely hard to diagnose in humans and, 
at the present time, treatment is not very effective. Vaccine treatments 
have not proved too effective as yet. T.M.L. 


54. Brucella agglutination tests and vaccination against cholera. C. W. 
E1sELE, N. B. McCunLouven, Grace A. Breau, Dept. of Medicine, 
School of Medicine, Univ. of Chicago; anp W. RorrTscHacrFEr, 
Ann Arbor. J. Am. Med. Assoc., 135, 15: 983. Dee. 13, 1947. 


Up to 80% of cholera-vaccinated humans exhibit brucella agglutinins 
but the brucellergin cutaneous test is negative. A common antigen exists 
between the two bacteria—the H antigen of Vibrio comma. Some 3 
million veterans have been vaccinated against cholera. In this study 100 
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cholera-vaccinated persons were observed. Fifteen were in good health; 85 
were patients in a U. S. Navy Hospital for various reasons, but 6 of these 
were judged to have no disease. Dates of vaccination were known in 74 cases 
and ranged from 6 to 28 months, with an average of 13 months. Examina- 
tion by the Huddleson rapid-slide agglutination test revealed 54% positive 
in a dilution of 1:20 or higher, 41% positive at 1:40 or higher, and 20% 
positive at 1:80 or higher. This is compared to a value of 2% positive at 
a dilution of 1:25 or more on 11,000 Wassermann serums. Of these known 
to have been vaccinated 18 months before the brucella agglutination, 27% 
were positive at a dilution of 1:40 or higher. Emphasis is given to the 


effect cholera vaccination may have on the diagnosis of brucellosis in man. 
D.P.G. 


MILK 


55. Future of H.T.S.T. pasteurization. C. A. Weser, N. Y. State Dept. 
of Health, Albany. Milk Dealer, 37, 1: 144. Oct., 1947. 


A brief history of H.T.S.T. pasteurization is given and some needed 
changes are discussed. The following predictions are made: (a) High- 
temperature short-time pasteurization will be the common method of 
pasteurization in all but the smaller plants until some entirely new method 
is developed. (b) The temperature may go higher and the time will be 
shortened, thereby reducing the size of the holding chamber. (c) Health 
officials and operators will demand a greater degree of standardizaion of 
design and uniformity of requirements but will welcome and accept changes 
of proved merit. (d) Thermal and safety controls will be more sensitive, 
responsive and dependable. Instruments will be simplified and combined 
to control and record automatically both temperature and time of treatment. 
(e) All surfaces contacted by the product will be streamlined and finished so 
that less milk solids will accumulate. Mechanical washing will be im- 
proved, thereby reducing manual labor and cleaning cost. A practical 
means or method of starting and finishing an operation without the inter- 
mixing of milk and water would be very desirable. C.J.B. 


56. Frozen whole milk. W. A. Krienxe, Univ. of Ill, Urbana. Milk 
Dealer, 36, 12: 45, 68-72. Sept., 1947. 


The information available at the present time would seem to indicate 
that, from the standpoint of processing, storage and reconstitution for 
fluid milk uses, frozen whole milk either in the unconcentrated or in the 
concentrated form has a promising future. A high quality milk supply is 
the first essential, as it is in market milk. A high preheating temperature 
of the milk (170-180° F.) is desirable. Copper contamination should be 
avoided. If the milk is condensed, a concentration ratio of 3 to 1 is satis- 
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factory, and the condensed milk should be homogenized at a pressure of 
2,000 to 3,000 Ib./in.? when using the piston type homogenizer. Addition 
of a small percentage of dextrose has no appreciable effect. on the quality 
of frozen condensed whole milk; its use is not recommended. 

The homogenized whole milk or condensed whole milk should be cooled 
to approximately 40° F. after processing and immediately filled into the 
proper containers. Effective sealing of the container is essential in order 
that the entire package has a relatively low moisture vapor transfer rate. 
- Apparently freezing of the products can be done most effectively in a 
freezing tunnel operated with a blast of air at temperatures of —10 to 
-15° F. or lower. The frozen products should be transferred from the 
freezing tunnel directly into the storage chamber. A low storage tempera- 
ture (-15° F. or lower) is very essential, and a minimum fluctuation 
of the storage temperature also is of great importance. If transfer of the 
products to a refrigerated storage having a temperature above —10° F. is 
necessary, complete defrosting should precede the elevated storage, which 
should be slightly above freezing. 

Defrosting and reconstitution of the frozen condensed milk should be 
done by placing the frozen block into the proper volume of water at 165— 
180° F. and allowing it to melt without agitation. For a product of the 
coffee cream or cereal cream type, proportionately less water should be 
used than for normal fluid milk. By properly adjusting the cencentra- 
tion ratio of the condensed milk before packaging, it will be possible to 
use convenient quantities of water for reconstituting a unit of the frozen 
condensed milk into either of these products. Specific instructions for 
defrosting and reconstituting should appear on the package. C.J.B. 


57. Control of vitamin D milk. Current Comment. J. Am. Med. 
Assoc., 134, 17: 1486. Aug. 23, 1947. 


In 1933 the Council on Foods and Nutrition of the American Medical 
Association began to grant acceptance to bottled fresh milk fortified with 
vitamin D. To secure the Seal of Acceptance of the Council, dairies are 
required: (a) To declare on label or bottle cap the source and unitage of 
vitamin D, (b) to have their advertising copy approved by the Council, 
and (¢) to submit proof to the Council in the form of bioassay reports 
attesting that the milk has been assayed by a reputable laboratory and 
found to be up to the required potency of 400 units of vitamin D per quart. 
Many concerns that sell vitamin D milk use the Council’s Seal and abide 
by the regulations, but purveyors of vitimin D concentrates sometimes sell 
their products without mentioning the need for routine control to assure 
the physician and-the public that proper potency is maintained. Ap- 
parently no checkups are made unless required by official agencies or by the 
Council. The only states having such regulations and providing bio- 
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logical testing of such milks are Conn., N. Y., Ky., Va. and Wis. Chicago, 
Cleveland, Detroit, St. Louis and New York are among cities requiring 
frequent tests. Since vitamin D milks are now depended on by physicians 
to supply vitamin D, it is suggested that physicians should inquire of their 
local or state health departments to determine whether such milks are sub- 
jected to routine control and whether such regulations exist for the pro- 
tection of the public and the medical profession. D.P.G. 


58. Should we have a single standard of milk quality? G. M. Trout, 
Michigan State College, East Lansing. Milk Dealer, 36, 12: 134— 
138. Sept., 1947. 

The author concludes that a single minimum standard of quality for 
milk would be a blessing to the dairy industry and to mankind in general. 
All the milk solids then could be used for human consumption rather than 
converting some of them to cheaper animal feeds. Many states now have 
such a minimum quality standard for milk, but the regulations cannot be 
enforced at the origin of production due to the inadequacy of personnel. 
The burden of enforcement cannot be borne by regulatory officials alone. 
It must necessarily rest in large part with the milk buyer. The legal 
maxim, ‘‘Let the buyer beware’’, soon may apply to milk buyers as it does 
to persons in other industries. The time is at hand when all milk solids, 
either for bottle or for manufacturing purposes, should meet certain min- 
imum quality standards. C.J.B. 


59. The demand side of the milk market. L. Spencer, Cornell Univ. 
Milk Dealer, 37, 1: 116-122. Oct., 1947. 


A discussion of the effect of exports, military use, and civilian con- 
sumption on the national consumption of dairy products during the past 
6 or 7 years is presented. A report then is given on the fluid milk sales in 
Buffalo, Rochester, and New York City, and of the per capita consumption 
of milk and cream in the New York-New Jersey Metropolitan area. Dur- 
ing the war period the U. S. Government was a heavy buyer of dairy 
products, taking nearly one-sixth of the total output in some years. 
Government buying has been reduced drastically and will not be resumed 
on a large scale except to prevent prices of dairy products from falling to 
disastrously low levels. Civilian consumption per capita of most dairy 
products now is much above the prewar level, due largely to high consumer 
incomes which stimulate the demand for choice foods. Higher retail prices 
since the end of price ceilings and subsidies last year, combined with in- 
creasing supplies of other products, have caused some decline in per capita 
purchases of fluid milk and cream and ice cream. Butter consumption has 
inereased with the appearance of more adequate stocks but remains far 
below the prewar level. Per capita consumption of all butterfat is below 
prewar, while consumption of nonfat solids is nearly one-fourth larger. 


MILK 


Fluid milk sales in the cities of New York State increased about 25 to 
50% between 1939 and 1946 but have suffered a slight decline during the 
last year. Per capita consumption of fluid milk in the New York-New 
Jersey Metropolitan area reached the highest level in 1945 at 0.93 pint 
daily. It declined to 0.90 pint in 1946 and will be lower in 1947, al- 
though still fully 10% above the prewar rate. Per capita consumption of 
cream in New York is at least 25% lower than the prewar rate. Even at 
the higher retail prices now in effect, fluid milk is cheap in relation to the 
enlarged incomes of industrial workers. A week’s earnings of factory 
workers in New York City now will pay for about one-fifth more milk than 
could be purchased with prewar earnings. Whether the demand for milk 
and other dairy products will remain at or near the recent high level de- 
pends largely upon the continuance of industrial prosperity and full em- 
ployment. If business activity and employment should decline, the demand 
for milk and other choice foods might be affected more seriously than was 
the case when consumption rates for these products were lower. C.J.B. 


60. Campaign of Pennsylvania milk distributor explains where the milk 
dollar goes. D. 8S. Apams, St. Lawrence Dairy Co., Reading, Pa. 
Milk Dealer, 37, 1: 42, 48. Oct., 1947. 


The method used by the St. Lawrence Dairy Co. to inform their cus- 
tomers, dairy employees, and milk salesmen of the economic factors which 
operate in the production, processing and delivery of milk is explained. 
The method is known as the eight-point consumer relations program and 
is as follows: Ad no. 1 as well as bottle hanger no. 1 points out that the 
farmer gets 60 cents out of every dollar spent by the consumer for milk 
‘The second ad stresses the fact that dairy employees get 24.5 cents out of 
each dollar the consumer spends for milk. The third ad reveals that it 
costs 5 cents to run the dairy, 2 cents for office operation and 3 cents for 
plant maintenance. The fourth ad explains it cost 3.5 cents for delivery 
of milk, the fifth that bottles and containers cost 2 cents, the sixth that 2.5 
cents is spent for employee pension and insurance funds, and the seventh 
that 1.5 cents is paid in taxes. The eighth and final ad of the series re- 
veals the usually surprising information that it costs almost 99 cents to 
deliver a dollar’s worth of milk to the consumer’s door, and only 1 cent, 
or one-fifth cent per quart, remains for profit! Each of the ads also 
emphasizes the value and relatively low cost of milk. ‘‘Milk’’, each ad 
repeats, ‘‘gives you the biggest food value for your dollar.”’  =§_C.J.B. 


61. Liquid cooling unit. D. L. Kaurman. (Assigned to General Motors 
Corp.) U.S. Patent 2,431,484, Nov. 25, 1947 (7 claims). Official 
Gaz. U. S. Pat. Office, 604, 4: 675. 1947. 


Liquids jn bulk containers, ¢.g., milk or cream in 10-gallon cans, are 
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cooled rapidly, conveniently and efficiently by a device consisting of a 
submerged eylindrical evaporator in which a compressed refrigerant is 
allowed to expand and evaporate. Provision is made to mechanically 
raise and lower the evaporator and to agitate the liquid to be cooled by 
means of a propeller just below the evaporator. When not in use the 
evaporator is protected by a shield comprised of telescoping sections which 
automatically extend and contract as the evaporator is lowered and raised. 
R.W. 


PHYSIOLOGY 


62. The blood groups of cattle. L. C. Ferauson. J. Am. Vet. Med. 
Assoc., 111, 849: 466-469. Dec., 1947. ; 
Repeated therapeutic transfusions in cattle often are dangerous; how- 
ever, most animals can sustain at least one transfusion without clinical 
response. Reactions usually are characterized by muscular trembling, 
salivation, lacrimation, coughing, hemoglobinuria, general depression, and 
temperature elevation to 104-105° F. The abortion of the foetus also re- 
sulted in 3 cases. The symptoms, in general, resemble rather closely those 
in human eases where repeated transfusions of compatible blood are used. 
The severity of reaction may be decreased in some cattle by the intrave- 
nous injection of adrenalin. Genetic studies of cellular antigens have re- 
vealed several useful methods of parental identity in cattle. The most 
positive conclusion at the present time is that a calf may possess a particular 
antigen in its blood only if one or the other or both of the parents possess 
that antigen. This method of parentage determination already has been 
used to good advantage in many cases. The possibility also exists that 
the genes determining blood groups in cattle are linked closely with those 
for milk production. Investigations are under way to reveal these associ- 
ations. T.M.L. 


SANITATION AND CLEANING 


63. How to clean heavily contaminated bottles. C. M. Moore, Cowles 
Detergent Co., Cleveland, Ohio. Milk Dealer, 36, 12: 43, 44, 124- 
132. Sept., 1947. 

There are two distinct phases to bottle washing, the bottle washer repre- 
senting the mechanical phase and the cleaner the chemical phase. The duty 
of the machine is to take the bottles to the cleaning solution, to necessary 
rinse or pressure jets or brushes, and then deliver the bottles to the in- 
‘spection conveyor. It is the duty of the cleaner to remove the visible 
dirt from the bottle, to destroy bacteria, mold and yeast, and then remove 
itself from the bottle as quickly and completely as possible. When oper- 
ated properly, the mechanical phase of bottle washing is a fairly well fixed 
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and established function. Minor mechanical changes sometimes can be 
affected, such as increasing the time of contact by slower operation, etc. 
The important thing is to make sure that the bottle washer is operating 
properly from a mechanical viewpoint, and then make such changes or 
adjustments as are necessary in the chemical phase. The latter changes 
are discussed under extraneous matter, time of contact, temperature and 
strength of solution. Special emphasis is placed on the use of wetting 
agents. Directions are given for determining the concentration or the 
amount of these agents to be used and for determining the quantity re- 
quired for upkeep. C.J.B. 


MISCELLANEOUS 


64. Waste disposal for country plants. T. F. Wisniewsx1, Wisconsin 
State Board of Health. Milk Dealer, 36, 12: 50-51. Sept., 1947. 
The author states that: (a) Spending money on avoiding waste and on 
utilizing waste products is more economical than spending it on enlarged ~ 
waste disposal plants. (b) The most common method of milk waste treat- 
ment now in use, providing 80-90% reduction in biochemical oxygen de- 
mand, consists of the intermittent application of the waste to a filter com- 
posed of crushed stone. The treatment plant consists of a holding tank, 
trickling filter, and settling tank. The construction and operation of such 
a plant are described. C.J.B. 


65. Selection and applications of trucks. J. N. Bauman, White Motor 
Co. Milk Dealer, 36, 12: 41, 42, 100-112. Sept., 1947. 

A tremendous waste in motor transport occurs because, in a large 
proportion of motor truck installations, consideration is not given to the 
work that is to be done so that the motor truck can be fitted accurately to the 
job. A truck is entitled to the same consideration in its applicability for 
the job as a bottling machine in its applicability. The following 8 steps 
or procedures, arranged in the order in which they should be considered 
and which, when complete, will answer all questions of truck application, 
are set forth and discussed: (a) Determination of the work that the truck 
is going to be required to do. (b) Determination of the horsepower re- 
quired to perform this work properly. (c) Selection of the correct model 
and determination of its wheelbase and load distribution. (d) Selection 
of the proper tire sizes and types for most efficient operation. (e) Selection 
of the type of axle best suited for the work that is to be done. (f) Deter- 
mination of the proper rear axle ratio to bring about the greatest over-all 
economy of operation. (g) Selection of the type of transmission that will 
give the most efficient operating condition. (h) Selection of the various 
optional equipment items that will make possible maximum results. 

C.J.B. 
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Kimble Babcock Test Bottle No. 2040 


HEREVER Babcock tests are used — Dairy Manual (3rd Edition) covering 

to determine the quality of — methodsoftesting milk, cream, cheese, 
dairy products, Kimble Babcock test ice cream and other dairy products. 
bottles are standard protection of the | No obligation. Use Kimble Dairy 
accuracy of the tests. Kimble Dairy | Glassware for accurate results. Dis- 
Glassware meets every Federal and tributed by leading Dairy Supply 
State requirement. houses throughout the United States 

Send for your copy of the Kimble —_ and Canada. 


FOR ASSURANCE LOOK FOR THE KIMBLE K—THE VISIBLE GUARANTEE OF INVISIBLE QUALITY 


KIMBLE GLASS TOLEDO 1, OHIO K 


Division of Owens-Illinois Glass Company 
Your advertisement is being read in every State and in 25 Foreign Countries 
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= by greatly lowering surface tension, de- 
creases solution dragout ... speeds cleaning 
action . . . boosts the efficiency of your alkali 
solution. Bottles cleaned with this time-tested 
wetting agent and synthetic detergent come out 
amazingly clear and sparkling. Re-runs are 
greatly reduced, particularly on chocolate drink 
bottles. An Orvus solution quickly wets 

through and loosens hard-to-remove chocolate Ww FE D U . ES 


deposits. 


= lose none of the cleaning efficiency of BOTTLE 


Orvus in hard water. It assures thorough emul- 
sification . . . fast rinsing . . . better run-off 


. .. dryer bottles. Orvus is easy to use. Eco- 
nomical, too—a little goes a long way in your - 


soaker tanks. 


* 


For further particulars about Oreus, write 


PROCTER & GAMBLE~>. o. cox 1, OHIO 


FLAV-0-LAC 
"FLAKES 


THE CULTURE 


of definitely better 
flavor & aroma pro- 
ducing qualities. 


The standard with 
foremost operators, 
agricultural schools & 
colleges. 


FLAV-O-LAC FLAKES 


(shown) produce a 
quart of the finest 
starter on a single 
Single 
vottles $2.50. 


SPECIAL FLAV-O-LAC FLAKES “40” 


" produce 40 quarts of starter on a single prop- 
RENN an agation. Single bottles $3.00. Plus postage. 
Free Culture M: 1 of Fer ted Milk Prod- 


ucts on request. 


Pioneers, in Spectro-chemical, Chemical and 
uoro-photometric Determinations of Vitamins 
in the making and curing 0 bs, Nicotinic Acid, Pantothenic Acid, Be 


C & B in Dairy and Food Products. (Vitamin 
D excluded) inquiries invited. 


THE 
DAIRY LABORATORIES 
28rd & Locust Sts., Phila. 3, Pa. 


BRANCHES 
New York Baltimore Washington 
See our catalog in Dairy Industries Catalog 


cheese. Use Marschall Rennet 
generously for maximum results. 
MARSCHALL 


DAIRY LABORATORY, INC. 
MADISON 3, WISCONSIN 


Your advertisement is being read in every State and in 25 Foreign Countries 
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Modern, Low Cost Operation 
With The Gaulin Homogenizer 


ROCESSORS of dairy products recognize the 
Gaulin as the outstanding Homogenizer in 

the industry. That is because the Gaulin offers 
the most modern, sanitary, and low cost method 
for homogenizing fluid milk, ice cream, evapo- ‘ 
rated, condensed, and spray dried milk or eggs, : 
as well as other dairy products. 


Gaulin’s forty years of re- 
search and manufacture is 
your guarantee of top efficiency on Gaulin Two-Stage Homo- 
genizers and High Pressure Pumps. Gaulin Homogenizers 
are built in a complete range of sizes, from 75 to 2500 gallons 
per hour. Gaulin High Pressure Pumps are custom built to 
meet individual requirements. Both are approved by lead- 
ing health authorities. 


MFG. CO. sprite today for 
< 


this 20- 
> 44 Garden Street © Everett 49, Mass. poe " ed 


HOMOGENIZERS ‘ HIGH PRESSURE PUMPS oblig.ttion. 


AM 


For Top Quality Dairy Eraaects 


BIOLOGICAL TEST DIETS 


Vitamin Test Casein 
(Vitamins Removed with Hot Alcohol) 


Vitamin A Test Diet U.S.P. XII 
Vitamin B-Complex Test Diet 
Rachitogenic Diet No.2 U.S.P. XII 


OTHER GBI DIET MATERIALS 
Sale Mixture No. 2 U.S.P. XII, Non-Nutritive 
Diet (cellulose flour), Brewers Yeast Powder, 
Casein (plain untreated), Zein (corn protein), 
Cod Liver Oil U.S.P., Casein Hydrolysate 
Powder, Lactalbumin ° Hydrolysate Powder, 
Vitamins and Amino Acids 


Write for Booklet 677 describing these and 
other special products for nutritional research. 


GENERAL BIOCHEMICALS, INC. 


69 LABORATORY PARK CHAGRIN FALLS, OHIO 
Your advertisement is being read in every State and in 25 Foreign Countries 


CHR. HANSEN'S LABORATORY, We 
MILWAUKEE 14, WISCONSIN 
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NOTICE TO CONTRIBUTORS 


Authorship of Original Articles and Reviews.—Space in the Journal is reserved 
for the publication of original research voluntarily submitted by members of the 
association to the JourNAL and review articles by invitation. In the case of joint 
authorship the membership ruling applies to one author only. 

Papers that have already appeared in print or that are intended for simulta- 
neous publication elsewhere will not be accepted. 

Manuscripts—Manuscripts should be submitted in double spacing on one side 
of suitable 84”*11” paper. The original copy—not the carbon—should be fur- 
nished, packing it flat—not rolled or folded. All illustrative and tabular material 
should accompany the manuscript. The position of each illustration and of each 
table should be clearly indicated in the text. 

In the ease of manuscripts, other than review articles prepared by invitation, 
that contain more than 12 printed pages, the author is charged at the rate of $5.00 
per page for all pages in excess of twelve. This charge is omitted in the case of 
articles of extraordinary merit. 

Manuscripts voluntarily submitted, when approved for publication, will be pub- 
lished in the order of their receipt. Manuscripts should be sent to the Editor, F. E. 
NeExson, Dept. of Dairy Industry, Iowa State College, Ames, Iowa. 

Drawings.—Drawings, diagrams and charts for illustrations should be prepared 
for reproduction as line drawings or halftone engravings. The original drawings 
should be done in India ink on white or blue-white tracing cloth, tracing paper, or 
Bristol board and neatly lettered in India ink. Legendary material on the drawing 
should be neatly lettered in India ink—not typewritten. 

The original drawings—not photographs of the drawings—should accompany 
the manuscript. Illustrations not in proper finished form will be prepared for pub- 
lication and the author charged for the cost of the work. 

Photographs.—Photographs for halftone reproductions should be glossy prints, 
free of all imperfections. 

Legends.—All illustrative materials, both drawings and photographs, should be 
accompanied by appropriate legends, typewritten on a separate sheet of paper. 

Tabular Material—Tabular material in the manuscript should be clear, concise 
and accurate. Simple tables are more effective than complicated ones. If possible, 
tables should be so organized that they may be set crosswise of the page. In many 
instances it is possible to materially improve the appearance and usefulness of 
tabular material without sacrificing completeness of information, by condensing 
detailed data and presenting them in simple, summarized, tabular form. 

References.—References should be listed alphabetically as to authors and num- 
bered; and citations in the text should be made by the number in parentheses, corre- 
sponding to the number in the reference list. 

Each reference should contain the following data in the following order: Name 
and initials of author or authors; title of the articles referred to (principal words in 
the titles of all articles should be capitalized) ; name, volume, number, page number 
and year of publication. 

Abbreviations of the titles of publications should conform to the standard set 
by the United States Department of Agriculture given in U. S. Dept. Agr., Mise. 
Pub. 337, April, 1939. 

For uniformity of punctuations the references should conform to the following 
example: (1) Jonzs, L. W., anp Smiru, J. D. Effect of Feed on Body of Butter. 
Jour. Datry Sct., 24(4) : 550-570. 1941. 

References should be carefully checked for accuracy by the author. 
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MAKES A GOOD MIXER! 


Seriously, if rapid salt solubility is a particular 
problem in your manufacturing or processing, 
you should know why Diamond Crystal Alberger 
* Process Salt is such a fine “mixer.” 

Unlike slow crystallization methods, the 
Alberger system makes use of high brine pres- 
sure which is developed to such an extent that 
super-saturation takes place in a special cham- 
ber. When this pressure is suddenly released, 
the salt is literally blasted out of solution into 
fine “fiasher flakes”—in a split second! 


These microscopic “flasher flakes” differ from 
the usual type of salt crystal because they pos- 
sess a high specific surface which permits them 
to dissolve faster than ordinary salt crystals. 

If- you require a quick-dissolving salt, count 
on Diamond Crystal Alberger Salt for more 
rapid solubility. Our Technical Director will 
gladly recommend, for your use, the correct 
Diamond Crystal product. Write: Diamond 
Crystal, Dept. H-17, St. Clair, Mich. 


DIAMOND CRYSTAL 
GALT 


PROCESS 


Cows Color Butter 
with CAROTENE 
and $O you 


‘YELLO-A’ 


TRADE MARK 


THE CAROTENE BUTTER COLOR 


and Enrich with 
VITAMIN A 


Automatically 
Get acquainted with Yello-A. Write for 
literature and free testing sample. 
GENERAL BIOCHEMICALS, INC. 
20 LABORATORY PARK © CHAGRIN FALLS, OHIO 


“TELLOW-A’ for Real “‘June“’ Color and Extra Vitamin A 


Reg. U.S 


TRADE MARK 

Save Time—Save Mon- LYOPHILIZED* 
ey — Avoid Trouble. for 

Use rapid-growing UNIFORMITY 
‘Frigidry’ cultures to e 
produce mother cul- VIABILITY 
ture in one generation e 

and take guess work gyapiLITy 
out of making good “Uisiidaliiitatieams 
buttermilk, butter and sub-zero drying 
cheese. process. 


FRE E—Write for Booklet No. 206 on produc- 
tion of Cultured Dairy Products. 


GENERAL BIOCHEMICALS, Inc. 


20 LABORATORY PARK e CHAGRIN FALLS, OHIO 


Your advertisement is being read in every State and in 25 Foreign Countries 
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AMERICAN DAIRY SCIENCE ASSOCIATION 
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The American Dairy Science Association was organized to advance the general wel- 
fare of the dairy industry, especially by the improvement of dairy instruction by the 
stimulation of scientific research in all phases of the subject and by improvement in 
methods of conducting extension work. 


Membership. Any person is eligible to membership who is formally announced by 
an Agricultural College or Experiment Station, or by the Bureau of Dairy Industry of 
the United States Department of Agriculture or by the Canadian Department of Agri- 
culture as an instructor, extension worker, investigator, or administrative officer connected 
with the dairy industry, or any person filling a position of responsibility connected with 
the dairy industry who has had a college or university training in technical science, or 
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The dues are $5.00 a year, $3.00 of which is for a year’s subscription to the Journal 
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R. B. Stoltz, Ohio State University, Columbus, Ohio. 
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Ster-Bac is a quater- 
nary ammonium com- 
pound specially de- 
veloped by careful 
Klenzade research 
for the bactericidal 
treatment of food 
andling equipment. 
It is odorless, yet 
powerful. Pene- 
trates into finest 
cracks and crevices 
and is very eco- 


KLENZADE‘S 


BACTERICIDE 


dairy equipment, fountains and 
steam tables, and toilets. 
Excellent for cold storage rooms, Sanitixes 
dishes, glassware and silver, Sanitizes 
hands of food handlers. [7 


KLENZADE™ 
-KLENZADE PRODUCTS 


UNCORPORATED 
BELOIT, WISCONSIN. 
CHEMICAL CLEANING SPECIALISTS SERVING THE 
DAIRY WITH CONVENIENTLY LOCATED 

AREHOUSES AND DISTRIBUTORS 
Im PRINCIPAL CITIES THROUGHOUT THE NATION 


You won’t find a sanitation program 
today that is much simpler than the B-K 
Plan...at such low cost. You will get 
results with it, if you follow the easy direc- 
tions. But remember—no system can pro- 
duce these results without a certain amount 
of cleaning and good old fashioned 
elbow grease. 


The B-K Plan stresses, after use, first the 
rinsing of utensils and equipment in cold 
water and then the scrubbing in hot 
water containing soapless General Manual 
Kleanser. Before milking, rinse milking 
machines, and utensils, and wipe cow’s 
udder and teats with efficient, inexpensive 
B-K solution. These simple steps have 
helped many average-size farms get sur- 
prisingly low counts. 

B-K* Chlorine-B Powder contains 
50% available chlorine. It speedily sani- 
tizes dairy utensils and reduces the number 
of bacteria that result in poor quality ... 
thermodurics and others. General Manual 
Kleanser loosens milk solids and really cleans. 


Farm operating costs remain high . . . and 
past experience shows that milk prices are 
sometimes reduced without a proportionate 
lowering of costs. Recommend the simple, 
economical B-K Plan and you will help both 
farmer and city milk supply. 

Literature explaining the role of bacteria 
in milk and their control is available for 
farmers. Programs of education also on 
request. Send for them—by writing to B-K 
Division, Pennsylvania Salt Manufacturing 
Company, 1000 Widener Building, Phila- 
delphia 7, Pa. 

“Reg. U. S. Pat. Off. 


(PENN\@/SALT/ 
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| BACK COPIES 
| : - Journal May Be Available : 
: The Association has available back copies of the Journal of ‘ 

: Dairy Science. If you need back copies, please write and : 

: inquire as to whether the particular one that you need is : 

5 available. In some cases we have only a few volumes and : 

we do not sell them unless the complete set of volumes is : 

purchased. In many cases we have six or eight volumes 2 

complete with 50 or 100 copies available of certain numbers 3 


such as the November or December issue. 


The cost of the first sixteen volumes if available is $5.00 
each. The cost of Volumes 17 to the last year is $6.00 
each. Individual numbers when available are $1.00 each. 


If you are interested in procuring back copies please write 
to the Sec’y-Treas., American Dairy Science Assn., c/o Ohio 


State University, Columbus 10, Ohio. Make all checks: : 
payable to the : 
AMERICAN DAIRY SCIENCE ASSOCIATION : 
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Today, more than ever, quality control is vital NOW AVAILABLE FOR REASONABLY PROMPT DELIVERY 


to the of dairy products 
plants. One of the most valuable tools for the The Bausch & Lomb Dairy Microscope No. 
plant laboratory and the field control man in 31-21-55-63 is illustrated above. It is spe- 


Industry 

t of Dairy Products” published by the Ameri- 

scope (No. 31-21-55-63) specially calibrated 

for the Breed method of direct ‘microscopic °® Public Health Association. 

count on milk. The microscope comes equipped with three 
More and more plants are using the Breed objectives (10, 43 and 97 power); a standard 

Count as a rapid, inexpensive method to 10 power eyepiece as well as the special 6.4 


readily count and classify types of bacteria mount; wooden carrying case with lock. 


patron Additional lenses and accessories will be 
correct the particular trouble whether it is available for adapting this microscope to mold 
dirty utensils, mastitis, poor cooling or other counting work in creameries. 


For judging homogenizing efficiency—meas- CHECK WITH CP 
wie B&L Microscopes Are Sold 
rep Nationally to the Dairy Industry by 


Creamery Package 


THE CREAMERY PACKAGE MFG. COMPANY 
1243 W. Washington Blivd., Chicago 7, Ill. 


CREAMERY PACKAGE MFG, CO. OF CANADA, LTD., 267 King Street West, Toronto 2, Ontario 


4 
SCH & LOMB 
DAI 
SCOPE 
s ; ity i i Cially Calibrated for 3UU,UUU factor for use if 
% checking quality is a good microscope spe- ’ 
S cially calibrated for dairy work. making direct microscopic counts on milk 
od using the standard Breed Count as described 
Creamery Package is pleased to offer the . nde tha Beraminatine 
>> 
% 
% 
bs evaluate and help improve the quality Of their power eyepiece for the breed Count; a me 
PSs raw milk supply. Using the Breed Count, chanical stage for ease in handling the slide; : 
Ka the Plant Laboratory or the Fieldman can Abbe condenser in rack and pinion focusing 
% 
@ 
: 
% 
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